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WHERE PLATERS 
AND FINISHERS 
LOOK FOR INFORMATION 
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_ pause in our daily work 
to extend to you 
Greetings of the Season 


\ “FREDERICK GUMM 
‘ee Chemical Company Inc. 


538 FOREST STREET, KEARNY, N.J. 
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SIMPLE OPERATION...MANY ADVANTAGES 


DIP .... steel parts to be cleaned in Emulsion Cleaner 75 for only 15 seconds. This simple immersion is 


done at room temperature (no heating facilities required) and with no irritation of the operator’s nose, 
throat or skin. 


RINSE .... in plain water. 


DONE .. « and done thoroughly ... in seconds! All heavy oil films and solid dirt have been removed from 
every corner and crevice ... from slots, tapped holes and sculptured patterns. 


INSURE .. . smoother, brighter, more adherent electrodeposits . .. and a reduction in pitting. 


WRITE FOR FREE LITERATURE ON THIS SIMPLE, FAST, SAFE ... AND ECONOMICAL .. . METHOD OF CL EANING METALS, 


Service Kepresentatives and Stock Points in Principal Cities of 
U.S.A. and Canada, Brazil, England, France, Sweden, and Germany 


442 ELM STREET, NEW HAVEN 11, CONNECTICUT 


Metal Finishing Processes © Electroplating Chemicals 
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OAKITE 


RUSTRIPPER 


Here’s the best 
Shortcut in the field shortcut in the field 
of organic finishing 


One operation usually removes One operation usually removes 
paint, rust and oil at the same rust and oil at the same time. 
time. One alkaline tank may remove 


One tank of Oakite Rustripper 
frequently does all these jobs: 

(1) strip rejects and conveyor 
hooks; (2) pickle rusted stock; Sensational Oakite Rustripper 
(3) prepare reconditioned prod- _ ire ‘ 
ucts for refinishing operations. pickling and its troublesome 


One tank may eliminate many that must be removed by electro- 
tanks used in ordinary cycles. 


PREPAINT DRY PAINT 


our illustrated booklet 
‘tells how this amazing 
cleaner - stripper - deruster 
_loffers tremendous possi- 
‘\bilities for saving minutes, 
hours, dimes, dollars. Write 
or send coupon for your copy. 


Here’s the best 


of electroplating 


oxides, drawing compound 
residues and other stubborn soils 


frequently eliminates acid 


after-effects: (1) hydrogen 
embrittlement; and (2) smut 


cleaning or hand brushing. 


OAKITE 


RUSTRIPPER 


ELECTROPLATE CYANIDE or ACID DI 


tells how this shortcut may ~ 

save you time and money—in _—_figygs the 
tank lines, in automatic | best shortout 
platers, in barrel lines—by in the field of 
saving equipment, floor space, 

acids, water, steam and elec- sleotroplating 
tricity. Write or send coupon | 

for your copy. 


Technical Service Representatives in 
Principal Cities of U. $. and Canada 


OAKITE. 


OAKITE PRODUCTS, INC. 
18 Rector St., New York 6, N. Y. 


Send me a free copy of the booklet checked: 
(0 “Here’s the best shortcut in the field of organic finishing” 
- (—) “Here’s the best shortcut in the field of electroplating” 


NAME 


FREE our illustrated booklet 


COMPANY. 


ADDRESS. 
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USE PRODUCTS FOR 


ECONOMY : EFFICIENCY : DEPENDABILITY 
WRITE FOR FURTHER DETAILS 


BACKSTAND IDLER WITH LATHE. 


OBLIQUE 


POLISHING LATHE . 
TUMBLING BARREL 


EXTRUDED COMPOSITIONS 
STANDARD SIZE 


NUWAY BUFFS FOR : 
FAST CUTTING 
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Mews 
COATINGS for METALS 


Metallic........ Organic... Decorative ........ Protective 


“Automated” chromium bath helps 


BRIGHT NICKEL 
MINIMIZES PROBLEMS 


To plants thinking of ways to mini- 
mize bright nickel plating problems, 
the Unichrome Bright Nickel process 
has much to recommend it. The de- 
posits prove unusually receptive for 
chromium plate; they resist cracking, 
give excellent corrosion protection to 
the base metal. 

Production-wise, the plating solu- 
tion displays remarkable stability 
and reduces amount of addition 
agents to the bath and control prob- 
lems. It has demonstrated unusually 
good tolerance for impurities, reduc- 
ing downtime for filtration. 


Pyrophosphate copper 
eases buffing 


Deposits from Unichrome Pyrophos- 
phate Copper can be suited to the 
base metal. 

With one addition agent developed 
for Unichrome Copper, satin-finish, 
ductile, easily buffed deposits are 
produced which flow easily under 
the wheel, covering blemishes and 
speeding the job. 

However, when condition of base 
metal permits, use of another addi- 
tion agent produces a lustrous de- 
posit which can eliminate copper- 
buffing entirely. 


Unichrome is a trademark of Metal & Thermit Corp. 


cut plating costs 


METAL & THERMIT 


CORPORATION 


General Offices: Rahway, New Jersey 
Pittsburgh Atlanta Detroit 
East Chicago * Los Angeles 
In Canada: Metal & Thermit—United Chromium 
of Canada, Limited, Rexdale, Ont. 
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e Bath automatically kept in 
optimum balance 


e Chemical control greatly 
simplified with Unichrome 
SRHS® Chromium Process 


In up-to-date chromium plating 
plants, even the chromium bath 
contributes to ‘‘automation”’ of 
operation. It’s done by using the 
Unichrome SRHS® Bath. 


Remarkable feature of SRHS 
Solutions is the self regulation of 
important chemical constituents. 
In effect, this means automated 
control. Automatically kept in op- 
timum balance, the bath assures 
good results, saves manhours and 
money. 


OPERATION IS EASIER 


Unlike plating with ordinary chro- 
mium, there’s no need to make 
lengthy analyses of samples of the 
SRHS solution; no need to lose 
time determining additions to the 
bath to restore proper balance for 
good plating. 

Instead, the unique formula of 
the SRHS compound permits a 
reserve of chemical to be avail- 
able in the tank ready to dissolve 
automatically in the right amount 
needed to replace losses. A simple 
hydrometer reading tells when to 
add more SRHS Compound. 


By maintaining themselves con- 
tinuously in peak plating balance, 
the SRHS baths provide not only 
a more foolproof operation, but 
also better results. 


METAL FINISHING, 


A simple hydrometer check, taken at periodic 
intervals, indicates when additional SRHS 
Compound is needed. 


HOW RESULTS ARE IMPROVED 


Through this automated control 
of plating balance, the numerous 
cost-cutting benefits of SRHS are 
achieved to the fullest. Plants 
plate up to twice as fast as with 
ordinary chromium .. . save on 
power consumption . . . gain more 
production capacity without extra 
equipment . . . and reduce the 
“burning” and “missing” that ac- 
count for so many rejects. 

For details, send for Bulletin 
SRHS-3, or for a Metal & Thermit 
engineer. 
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LOWER 


MAINTENANCE AND LABOR 


ic 


BLAKESLEE 


METAL PARTS WASHERS... 


are built to last...Give real economy in production. 


Many are still in use after 35 years of efficient serv- 
ice. Write for complete information on BLAKESLEE 
metal washing and surface treatment machines. 


in G. Ss. BLAKESLEE & co. 1844 S. Ave., Chicago 50 


also Manufacturers of Salveus: Dégrsasing Solven 
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increase production 


reduce costs 


improve quality 


CROWN 


Crown Automatics are ideal for plating your barrel or racked 
work. Crown manufactures the widest variety of fully 
automatic plating machines in the industry ... there is a 
model to fit your needs. Write us details of your 

job and production requirements. 


RHEOSTAT AND SUPPLY COMPANY 
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CATHODIUM METALLIZING 


credits sizable saving in power cost 


to germanium installation 


Since installing their first RAPID germanium rectifier six months ago Cathodium 
Metallizing of New York has credited a power cost saving of approximately 
$250.00 to germanium. 


Conclusive results of a comparative study between selenium and germanium 
rectification indicated an average saving of 40 dollars a month. 


Specializing in plastic metallizing (for conductivity, durability, appearance), 
Cathodium Metallizing operates the 18,000 watt germanium unit at almost full 
load, 24 hours a day, 6 days a week. 


The barrel plating operation, requiring a steady plating voltage consists of an 
initial copper deposit to a desired thickness. The finishing plate of gold or silver 
is then applied. 


Here the highly desired advantages of germanium’s inherent voltage stabiliza- 
tion and operating efficiency are most evident. 


Cathodium Metallizing, like so many other firms, is pleased to announce that 
RAPID germanium’s efficiency and low price answers their plating needs. 


Make sure YOUR next rectifier wears a RAPID GERMANIUM nameplate. 
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ELECTROPLATERS: 


"Blast off heaviest smuts 


with PENNSALT ELECTROCLEANER K-8 


Pave the way to a smooth, bright plate with 
minimum rejects—use Pennsalt Cleaner K-8*, 
the KING OF ELECTROCLEANERS. 

The high conductivity of K-8 lets high cur- 
rents flow at moderate voltages, produces a 
strong electrolytic ‘‘scrubbing’”’ action that 
removes the most stubborn heat-treating smuts, 
impacted mill oils, and drawing compounds. 
A new combination of surfactants and balanced 
alkalies in K-8 gives you cleaner steel or copper 
for a consistently better plate. And, once 
removed, soils are prevented from redeposit- 
ing; suspended by the K-8 solution, they’re 
easily rinsed off even in hard water. 

Remember—where other cleaners fail, 
Pennsalt Electrocleaner K-8 cleans deep and 
sure. TRY K-8 IN YOUR CYCLE. Ask the 
Pennsalt man for a demonstration, or write 
Metal Processing Dept. 234, Pennsylvania 
Salt Manufacturing Company. East: Three 
Penn Center Plaza, Philadelphia 2, Pa.; 
West: 2020 Milvia Street, Berkeley 4, Calif. 
In Canada: Pennsalt Chemicals of Canada, 
Hamilton, Ontario. 


*PENNSALT K-8 IS A TRADEMARK OF PENNSYLVANIA SALT MFG. CO. 


Pennsalt 
Chemicals 


S TA R T F O R Y WV 
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Most | of all fully automatic 
| plating and ‘anodizing machines 


Cycle changing requires no costly overhaul or rebuilding. Only the positions 
of pick-up heads need be moved, plus minor tank partition changes. 


e New, simple electro-mechanical control and safety device eliminates all possi- 
bility of conveyor failure .. makes it impossible to push racks into side of 
tank prevents load from dropping if power fails during work transfer. 


e Unusually low headroom required because no elevating mechanism operates 
above rack carrier. 


e Self-cleaning heavy duty contacts have positive 3-point connection . . . need 
practically no attention. 
e Easily removable rack carriers leave tank surfaces clear . . . an advantage in 


servicing and in manual plating of large pieces. 


e Automatic loading and unloading of parts from standard double-spine racks is 
available . . . parts can be automatically unloaded while racks stay on machine. 


Write For Brochure 
Hydraulic operation, standard; 


LASALCO, INC. 


HOME OFFICE: 2820 LaSalle St. + St. Louis 4, Mo. + PRospect 1-2990 
IN TEXAS: 1113 Perry Road « Irving (Dallas), Texas * Blackburn 3-4921 


METAL FINISHING, 
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America’s defense arsenal having chromium- 
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MUTUAL CHEMICAL DIVISION 
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Alkali Cleaning and Rinsing Units 


Also for De-scaling and Rust Removal 
for heavy duty - high speed Production 


Stutz design in single or multiple units with or without rinsing compartment. Solution 
circulating pump for rapid elimination of surface grease into trap from which complete 
removal made by draining of trap compartment daily. 


Rotation of work in cylinders together with solution agitation of pump provides com- 
plete cleaning in a single operation. 


Cylinder drive and pump motors are 1/3 h.p. 440-220-3-60 with heater type motor 
control switches. Plate or pipe coils installed. 


With this type of equipment, vapor degreasing is not required. 
Can also be furnished for electrolytic cleaning. 


For de-scaling and rust removal above units require periodic reverse current. 


STUTZ Portable 
Plating Barrels 


e@ The Stutz Portable Barrel is made in 2 standard sizes with cylinders 
having inside dimensions of 6” x 12” and 8” x 18”, 1.D., and smaller 
upon application. Standard openings are 3 32". Smaller or larger 
openings can be furnished as required. 


e Baskets in perforated metals or wire mesh. 


e@ Load Unload Stand for convenient and fast handling or work load. 


Write for prices and catalog 


4430 CARROLL AVENUE CHICAGO 24, ILLINOIS 


>» “Complete metal finishing equipment and supplies” 
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nickel plating 
operation without treat 


Other outstanding advantages are: BETTER BRIGHTNESS with thinner deposits. 


BRIGHT OVER WIDE RANGE SIMPLE OPERATION and CONTROL 


from a few amperes/f.’ Plates brightly from 120°F to 155°F. 
to well over 100 amperes/ft.? pH can vary over a wide range 
HIGH TOLERANCE to common impurities —_ Liquid addition agents. 

HIGHLY RECEPTIVE to chrome REMAINS DUCTILE AFTER LONG 


EXCELLENT LEVELING OPERATION 


For additional information contact the Harshaw office nearest you. 


| THE HARSHAW CHEMICAL CO. 
1945 East 97th Street + Cleveland 6, Ohio 


Chicago 32, Ill. » Cincinnati 13, Ohio + Cleveland 6, Ohio « Houston 11, Texas 
Los Angeles 22, Calif. » Detroit 28, Mich. + Philadelphia 48, Penna. 
Pittsburgh 22, Penna. + Hastings-On-Hudson 6, N. Y. 


14/Circle on Readers’ Service Card METAL FINISHING. December, 1956 


aff 


‘ 
| 
~ 
14 


NOXIOUS - CORROSIVE - ABRASIVE FUMES, | 


MIST AND DUST REMOVED MORE EFFICIENTLY, — 


MORE ECONOMICALLY BY THE... 


WASHER 


If your plant has an air pollution problem it can probably 
be solved in less time—with less trouble—and for less expense 
than you realize. We're speaking of course, of the Cyclonaire 

. a new and highly effective departure from bulky, old 
fashioned “custom built” fume scrubbers. The Cyclonaire 
removes up to 99.9% of many gases in concentrations of 
1° or less, and safely handles corrosive fumes in low 
concentrations. Yet for all its efficiency, it is much smaller in size 
(and less expensive ), with relatively low power and water 
requirements. Since it requires little floor space it can usually 
be strategically located inside the plant. Installation can be 
handled by two men in four hours, or it can be disassembled 
and relocated in a comparably short time. It is made of steel in 
easily assembled flanged sections, and protected from 
corrosion by a 3/32” Tygon Lining on interior surfaces. Outside 
surfaces are protected by Tygon ATD Hot Spray Paint. 


The Cyclonaire owes its superior efficiency in large part to 

its Intalox Saddle Tower Packing which: 1) provide more 
available gas liquid contact area, hence more efficient scrubbing 
action; and 2) insure greater randomness of packing with more 
void space through the bed, permitting higher c.f.m. rates. The 
Cyclonaire is sold as a “package” unit, complete with motor and 
Intalox Saddle Tower Packing. It is available in four standard 
models: 750, 1650, 3500 and 6000 c.f.m. (larger sizes on special 
order ). Moreover, many variations are possible to meet virtually 
every requirement. For example: higher volumes can be handled 
by two units in parallel, or complete extra units can be 
strategically located throughout the plant. For total fume 
removal, additional packed sections are easily added, or two 
complete units may be used in series. For spray or dust 
elimination only, one or two packed sections may be omitted or 
packing volume reduced. Recycling equipment is also available 
for water or absorbent chemical liquids. These 
and many other variations can be quickly 

made at any time, using standard Cyclonaire 
components. Little or no involved engineering — 
and no special fabricating — is required in the 
majority of cases. But get the complete story... . 


250-E 


Write for Bulle- 


PROCESS tin FW-5, which 
EQUIPMENT presents com- 
DIVISION 


plete, illustrated 
technical data. 


METAL FINISHING. December, 1956 15/Circle on Readers’ Service Card 


15 


| 
A : 
j 
Af) 
} 
- 
} 
a 
~ 
t 
5 6 = 


This 113’ pre-enameling 
machine was running (dry 
cycling) four days after deliv- 
ery! Capacity is 100 100-Ib. 
racks per hour. Overall height 
of arms is only 13’. 


he 


Cry 


J 


The Wagner Auto- Increased Load Capacity 


matic Plating Machine 


Lifts 3200-pound Ford 
Thunderbird easily! 100% User Adjustability 


Simplified Installation 


Typical pre-assem- ; 
elevator housing ig 

ready for installation 
in main carriage. 

Note adjustable roller 


brackets. 
Improved Plating Quality 


Lower Production Costs 


e Indianapolis ° Cincinnati Rochester, 


41 8 MiDkLAN D AVE. DETR O 


= BELIEVE IT OR NOT! 
— in 
as 
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<= 64 
(c 
pr 
! 
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_ 
“MANUFACTURERS AND PROCESSORS OF ALL METAL-FINISHING 
| Chicago New 


IN THIS WAGNER 


Of course, you don’t use your plating machine as 
a car hoist. But this proof of the dynamic lift 
capacity of the precision Wagner Automatic means 
that deflection under normal loads is minimum. 
Excessive strain on alignment mechanisms is elimi- 
nated, wear and downtime reduced to the vanishing 
point. Precision adjustments of critical transfer 
members can be made by untrained personnel— 
including the main lift boom, carrier lift angle 
assemblies and carrier rail support brackets. Main- 
tenance is easy, as standard gear racks and pinions 
are used throughout the entire elevator mechanism, 
(capacity can be increased 50‘¢ by substituting 
our heavy duty rack). Positive lubrication is 


provided to each hardened roller—or central 


STANDARD PRECISION AUTOMATIC! 


lubrication may be installed, at low cost. 

Here’s how we cut costs of installation, servicing 
—even later alterations. All details are inter- 
changeable, precision drilled and machined, pre- 
assembled. Machines may be lengthened or 
shortened for long term production changes; parts 
and entire assemblies, even sections, may be re- 
placed. Every part is drilled, reamed, tapped and 
milled in special co-ordinated fixtures; sections are 
assembled in giant jigs and are designed for fool- 
proof self-aligning. A single hydraulic power unit 
interconnected to two hydromotors with micro 
adjustment of acceleration and deceleration per- 


mits work carriers to be lifted, transferred and 


deposited gently without loss of parts. 


This revoiutionary, precision electroplating machine is a big subject. Please send 


for our technical bulletin and learn all the facts—or call our representative in your 


area. He'll study your problems and assist in every way to achieve better plating 


at lower costs. 


Cleveland 


MicH tI GAN 


Grand Rapids 


a 
Sue EMICALS, ANODES, AND EQUIPMENT 
BROTHERS INC. 


Grill DiamMond’s 


service department 


on chrome plating 


Call in Diamonp technical specialists when you run 
into a chrome-plating problem. These experienced 
men work only on customers’ questions. They de- 
liver complete, profit-making answers. Their service 
is free. 

In making chromic acid, DiAmMonp controls 
quality through every step. DIAMOND experience 
begins with importing the chrome ore and making 
the soda ash. It includes production and delivery 
... even standing by your side, if you wish, to help 
you get top-quality plating results at low cost. 
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Diamonp facilities—two chromic acid plants and 
nine warehouses and sales offices across the country 
—assure you uninterrupted service from a depend- 
able source of supply. DIAMonD ALKALI ComPANy, 
300 Union Commerce Building, Cleveland 14, Ohio. 


Diamona 
Chromic Acid 
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Chanter BEARINGS 


ELIMINATE A MAJOR CAUSE OF FRICTION 


You always know that the big, rugged shaft 
of a Chandeysson Motor Generator is exactly 
in line with its bearings. Special “‘self-aligning” 
bearings automatically compensate for normal 
deficiencies in foundation level or foundation 
settling. Inside the pillow block, the bearing 
liner “‘rides” in a machined pocket. For added 
freedom from friction, patented oil rings pro- 
vide plenty of lubrication along the entire 
journal. 


Advanced ideas such as this are always in- 
corporated in Chandeysson Motor Generators. 
Unified responsibility for the manufacture of 
every component ... from selected raw mate- 
rials to the finished product... is in the hands 
of skilled men with decades of experience in 
building low-voltage generators. Our aim in 
engineering is to prevent design defects. . . rather 
than to correct for them. This is why more and 
more “Industry Leaders Choose Chandeysson!”” 


MAKE US PROVE to you that a Chandeysson 
Motor Generator set is your most economical and 
dependable source of low-voltage de current. 
Mail this coupon today... 


to give you the most 


low-voltage power 


for your money 


CHANDEYSSON ELECTRIC COMPANY 


4074 Bi 


ngham Avenue, St. Lovis 16, Mo. 


Please send bulletin D-102 


CHANDEYSSON ELECTRIC COMPANY 


CHA-85 


FINISHING, 


METAL 


December, 


- 4074 Bingham Avenue, St. Lovis 16, Mo. 
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AMAZING TENSILE STRENGTH 


RUGGED SCUFF RESISTANCE POSITIVE INSULATION DURABLE PROTECTION 


When... 


THEY’RE MICCROSOL COATED 


They Meet the Highest Industrial Standards 


MICCROSOL E-1003 Heat-Cured Rack Coating is a 100% solids, non-evaporating 
material that produces a smooth, tough, leather-like coating which will often outlast the 
rack. Exceptional adhesion is achieved through the use of our primers. 


In addition to the outstanding characteristics listed above, tests for abrasion and resistance 
to all commonly used plating solutions, acids, and caustics show superior performance 
in comparison to similar products. MICCROSOL E-1003 has proven to excell as a 


coating for materials-handling equipment, baskets, hangers, and a wide variety of plating 
equipment parts. 


MICCROSOL E-1003 has an exceptionally high gloss, allowing free drainage, and no 
solution carry-over. 


We will be pleased to help you with your coating problems. Send us full particulars. 


RO, 


MICHIGAN 


8613 Grinnell Avenue e Detroit 13, Michigan 
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@ SAVES .10125 ON EACH 
BUSHING —Deburring and 
finishing threaded spark plug 
bushings like the one shown 
at the left, formerly cost 
$104.20 per thousand when 
CP & W used speed lathes, 
portable power tools and other 
hand methods. 

After installing two ALMCO 
DB-200 Supersheen units, 
records showed a cost cut of 97%. This equipment turns 
out 1,000 bushings in 45 minutes, releases grinders and 
finishers to other duties. Cost reports showed: 


$104.20 cost per thousand with power tools. 
2.95 cost per thousand with 2 ALMCO barrels. 
$101.25 Savings per thousand pieces. 


This year CP & W will process 24,000 spark plug bush- 
ings, with a total savings of $2,430 on this one part alone. 


PRACTICALLY ELIMINATES REJECTS — Before installing con- 
trolled-type barrel finishing, parts inspectors returned for 
re-work an average of 125 bushings out of every 1,000 
(1214%). With Almco Supersheen equipment and proc- 
esses, these parts are now finished to a degree of uniformity 
that is virtually free of rejects. 


ALMCO 


DIVISION OF QUEEN STOVE WORKS, INC. 
412 Marshall Street ¢ Albert Lea, Minnesota 


Sales and Engineering Offices in Chicago, Detroit, Los Angeles, 
Newark, New Haven, Philadelphia and London, England 


1956 


ALMCO 


barrel finishing 


SAVES 97% 


on deburring 
and finishing of 
spark plug 
bushings 


@ CUTS DEBURRING AND FINISHING COSTS $2,430 
— Threaded spark plug bushings used in famous 
Pratt & Whitney aircraft engines will be deburred 
and finished for $2,430 less this year with Almco 
equipment and processes. Maurice Harrison, Super- 
visor of Process Planning, shows the smal! part 
on which this savings will be made. 


DESIGNED FOR MANY METAL FINISHING OPERATIONS — In 
addition to deburring and finishing, ALMCO equipment 
and processes are used for descaling, degreasing, grinding, 
burnishing, work-hardening, rust-inhibiting, polishing, etc. 

ALMCO has facilities throughout the United States for 
running sample parts. Write us on your letterhead for 


the address of an Almco sample processing laboratory or: 


branch office in your area. Your sample, with your specifi- 
cations, will be handled promptly. You'll get a complete 
report on where you can save deburring and finishing 
costs, how you can improve product quality and appear- 
ance, and what method and unit is best for your operation. 
Or, if you prefer, ask an Almco sales engineer to call you. 


SEND FOR FREE 
52-PAGE BOOK 


Full of facts and processes on 
barrel finishing. Includes detailed 
cost chart on finishing of typical 
parts. Send for your copy today. 


Two Model DB-200 Almco machines, using Supersheen bonded abra- 
sive chips and compounds, deburr and polish 1,000 spark plug 
bushings in 45 minutes at Canadian Pratt and Whitney. 
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costs on 
production finishing 


ROTARY TABLES 
ARE AVAILABLE IN SIZES 
UP TO 24 FT. DIAMETER 


ACME 8 FT. Combination Tyme ROTARY AUTOMATIC. 


@ This machine can be readily changed from a 32 spindle con- 
tinuous rotary automatic to an 8 station indexing rotary automatic 
by simple hand crank adjustment. Various types of ACME adjust- 
able floating head polishing and buffing lathes are used including 
belt arm attachments on buffing heads, utilizing the same heads 
for buffing or belt operations. Spindle arrangements are available 
in multiples of 8. 


Ac M E Lo. 
1400 €. MILE RD., DETROIT 20 mich. 


22/Circle on Readers’ Service Card METAL FINISHING. December. 


536-145 
§12-9-2 
7 
ably te 
or prefer rts you contemplo 
finished PO with details © 
‘ nishing, together rations 
fini esent finishing OPS automatic / 
22 1956 


CLEANERS 


The JET series was developed to fill the need for economical, 
efficient, low-foaming spray cleaners to be used on zinc, 
copper, brass or steel. 


JET CLEANERS step-up the efficiency of your spray 
cleaning equipment. 


Reduce overflow loss with new low-foaming formula 
(no silicones or troublesome chemicals), permitting 
wider range of concentration. 


e Carry heavier dirt load without redeposition. 
y Remove all types of soil. 


% Are harmless to rack coatings and equipment. 


Kimember —YOUR COST 


TRUE COST OF YOUR CLEANER 


2 Offer better results at lower cost. 


Let the Northwest Cleaning Specialist explain JET CLEANERS’ advantages in your production. 


DETROIT 4, MICH. 


in? 
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Always buying 
at top prices 


Ship us your 


Hy 


For prompt quotation send us 


CLUSTERS AND PEELINGS 


of your accumulation. 


Invoice us for sample or we will 
pay on basis of laboratory analysis. 
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Thorough stripping power of caustic solution quickly provides clean surface for this smooth cadmium finish. 


STRIPPED CLEAN FOR LESS 
WITH DOW CAUSTIC FLAKE 


Easy to get, easy to use: anhydrous caustic 
flake keeps costs low, alkalinity high 
Here’s unsurpassed alkaline stripping power . . . 
free-flowing, uniform caustic flake! Here’s un- 
surpassed assurance of supply . Dow 
multi-plant production: Midland, Michigan; 

Freeport, Texas; Pittsburg, California. 


unsurpassed dependability in 
the extensive Dow distribution 


And _here’s 
delivery . . 
network of terminals and regional stock points. 
Better stripping, lowest cost, full supply, 
prompt delivery . . . four good reasons for 
ordering Dow caustic flake. THE DOW CHEMICAL 
company, Dept. AL 754J-2. Midland. Michigan. 


you can depend on DOW CHEMICALS 
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ALWAYS FINISHES FIRST 


fast cutting, easy cleaning with 


the perfect liquid compound 
for all metal finishing 


/ It’s a fact—Liquimatic’s continual lubrication 
lengthens buff life up to 200%. It’s not hard to figure that such a 
healthy saving on buffs soon pays for a complete Liquimatic Appli- 
cation System—a system that continues to save you money in all 
phases of your buffing and polishing operations. 
‘Liquimatic saves on production costs because it’s completely 
_ automatic. An electrically timed system feeds Liquimatic Com- 
pound to the buff in exactly the right amount to produce the exact 
rate of cut you need. There’s no compound wasted, no nubbin prob- 
lem. No hand application, no changing bars, either—can you see 
any savings here in your buffing room? 
Check the other features of Liquimatic Liquid Buffing Compound... 
then write today for your free copy of Liquimatic’s folder that tells the 
whole cost-saving story of Liquimatic in your buffing room. 


These additional Liquimatic features mean real : 

savings in terms of time, money, safety— 
completely automatic fast cutting « lower com- 
pound cost e easy cleaning e adhesive slow-wearing 

gives more buff mileage buff face ¢ non-settling « high flash point ¢ long 

© storage life ¢ sprayable viscosity } 


MATEMANSHIP HANSON-VAN WINKLE-MUNNING COMPANY 


ee _ Main Office and Plant, Matawan, New Jersey 

myers ee thong to J. C. Miller Division, Main Office and Plant, Grand Rapids, Mich. 

and development laboratory SALES OFFICES: Anderson (Ind.) © Baltimore © Beloit (Wisc.) © Boston 

—of over 80 years experience Bridgeport Chicago Cleveland Dayton Detroit Grand 

in every phase of plating Rapids Angeles Louisville © Matawan Milwaukee 
Philadelphia Pittsburgh Plainfield Rochester 


and polishing—of a complete New York 
equipment, process and sup- St. Louis . San Francisco ° Springfield (Mass.) ° Utica 
Wallingford (Conn.) 


ply line for every need. 
INDUSTRY'S WORKSHOP FOR THE FINEST IN PLATING AND POLISHING PROCESSES * EQUIPMENT * SUPPLIES 
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SARCO L2S1 
ELECTRIC TEMPERATURE 


CONTROLLER cw 


ELECTRIC VALVE 
AND STRAINER 


SARCO 
THERMOSTATIC 
TRAP 


INSULATOR 


SARCO 
SIGHT 
GLASS 


COOLING 
colt 


LOOP SEAL-7” 


SARCO 
SIGHT 
GLASS 


Why Ronso 


N relies on 


ONSON, manufacturer of the 
“‘World’s Greatest Lighter,” knows 
that high quality plating depends upon 
close control of many variables, the 
most important of which is the bath 
temperature. 

They know that erratic bath tem- 
peratures usually result in costly 
rejects, wasted man hours, and disso- 
ciation of expensive solutions. 

In 1948, Ronson made trial instal- 
lations using Sarco LSI Electric 
Temperature Controllers and other 
competitive devices. The Sarco LSI’s 


Dian 


Sarco Temperature Controllers 
for high quality plating 


proved superior on all counts: de- 
pendability, cost, ease of installation, 
and maintenance. 

As a result, LSI’s are now standard 
equipment at Ronson. Mr. J. Rem- 
becki, metallurgical engineer, reports 
that Sarco LSI’s have given trouble- 
free service for over five years. 

For information on how Sarco LSI’s 
can cut your plating costs, ask for 
Bulletin No. 6. Call your local Sarco 
agent, or write direct to Sarco Com- 
pany, Inc., Empire State Bldg., New 
York 1, N.Y. 


improves product 


SA H Lf and output 


4& Over 30 Sarco Electric Temperature 
Controllers help maintain high quality plat- 
ing at Ronson Art Metal Works, Inc., New- 
ark, N. J. Controllers are used on chrome, 
nickel, copper, silver and gold plating tanks. 


Sarco LSI Electric 
Temperature Controller 
Can hold bath to +1° F.; settings 
changed by turning one knob. Pro- 
vides automatic control of heating 
and cooling to help prevent: 

e Changes in current density 

e Variations in plate thickness 
e Variations in quality 

e Dull finishes 


Breakdown of plating solutions 


Crystallization of salts 


2023-B 


TEMPERATURE CONTROLLERS @STEAM TRAPS*STRAINERS 


Strainers 


Self-operated 


Electric Valves 
Cogling Controls 


(solenoid) 
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Dial 
Thermometers 


= 


Float- 
Thermostatic 
Steam Traps 


Degreaser 
Vapor Line 
& Safety Controls 


1956 


er, 


Thermostatic 
Steam Traps 
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Brighter Plating for You Lower Cost 
with these Pont Products... 


“Cadalyte’’ Cadmium Plating Salts 


The complete cadmium plating 
salt, designed to simplify the 
production of any type of cad- 
mium plating. Produces depos- 
its of extreme brightness and 
mM uniformity over a wide range 
m of operating conditions with a 
minimum amount of attention. 


“‘Coppralyte’’ Copper Plating Salts 


Sodium Formulation and Potas- 
sium Formulation — are high- 
purity, readily-soluble salts con- 
taining the correct proportion 
of ingredients for make-up and 
maintenance of “Coppralyte” 


“‘Durobrite’’ Addition Agent 309 


A low cost brightener for use 
in cyanide zinc solutions giving 
bright, attractive coatings over 
a wide range of current density. 
Used in still and barrel plating, 
fa it produces high purity depos- 
wm its highly suitable for use with 
chromate conversion coatings. 


You'll find Du Pont’s technical assistance one of 
the most important means at your disposal in pro- 
ducing brighter plating. Whether it’s on-the-spot 
technical service, product literature, or laboratory 
research, Du Pont has ready facilities to answer your 
need. 


Du Pont Technical Service 

In each area, practical plating men are available 
to give immediate technical assistance. These men 
have the experience to help you with your oper- 
ating problems. 


AND EXPERT TECHNICAL ASSISTANCE 


Widely used for low-cost bright 
zinc plating of all types of steel. 
High purity, ready solubility 
and uniformity, make them 
ideal materials for production 
of brilliant, rust-resistant zinc 
deposits directly from the bath 
_—without bright dipping. 


Detailed Technical Literature 
Operating manuals for economical processes, 
preparation, and maintenance of plating baths. 


Research and Application Laboratories 
For help with the more difficult, or unusual prob- 
lems. 
Whether you use barrel, still, semi-automatic or full 
automatic equipment, Du Pont’s long experience in 
the plating field can be of help to you. The coupon 
below will bring full details on how you can take 
advantage of Du Pont’s Brighter Plating Service. 


ELECTROPLATING 


Chemicals - Processes - Service 


Better Things for Better Living 
... through Chemistry 


E. I. du Pont de Nemours & Co. (Inc.) 
Electrochemicals Department + Wilmington 98, Delaware 
OC Please have a Du Pont Representative call regarding a 
free survey of my operation. (1) Send the following books: 


i 
i 
! 
i 
“Coppralyte”’ 
i 
! 
i 
i 
! 


_| “Cadalyte”’ 

|| “Durobrite’’ “Zin-O-Lyte’’ 
Name Position 
Firm 

Address 
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that G-S means Greater Savings! 
New2G-S Belt Drive Barrel installation streamlines 
Syracuse Division of The Electric Auto-Lite Company 


A smoother operation was the immediate result of putting in the complete “through- 
cycle” line of G-S Belt-Drive Plating Barrels with Loader, Unloader and Driers in the 
Syracuse Division of The Electric Auto-Lite Company. Plating is faster and better quality. 


Electric Auto-Lite typical of all G-S installations! 
SAVE 100% 


gear maintenance 


New G-S “Cogged-V-Belt” Drive Plating Barrels outper- 
form them ali. Larger loads, faster, better plating at 
higher current densities. “Through-cycle” service and 


larger trouble-free equipment life with no down-time. 
Exclusive “Cogged-V-Belts” and cogged drive pulleys 
constant meshed for positive power transmission without 
gears. Cogged-V-Belts steel tensile members won't 
stretch. “Locking-U-Hubs” — dangler angled down 
through hubs won't “ride” up on load. Quick, easy 
changing of cylinder and danglers saves hours. Adjust- 


Elim: cyl. end drive gear, 
idler gear, pinion gear, 3 
bearings. No gears or 
bearings in solution. 


Exclusive G-S— Belt- 
Drive with the Gear-Grip.” 
See more features for bet- 
ter, faster plating at lower 


cost than ever before of- 
fered. Send for Bulletin 
GSB-101. 


The G-S Equipment Co. 


5317 St. Clair Ave., Cleveland 3, Ohio 
Phone EN 1-0167, EN 1-3541 


able Bearings, Floating End Plates for constant contact. 
Total Cylinder immersion prevents explosions. Cylinders 
of H-T Sincolite or Tempron (hard rubber) fusion-welded, 
heavy-ribbed construction. G-S equipped platers get big- 
ger returns per investment. Check into the G-S Conver- 
sion Plan. It costs less than you think and pays for itself 
in savings. 
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ELECTRIC LIGHT 
BULB 
by Thomas Edison 


‘The FIRST 
TELEPHONE 
Be 
The FIRST. 
AIRPLANE 


by the Wright Brothers 


“The 
BIAS SISAL BUFF 
by the JOE-D BUFF co. 


Holders of the Original Bias Sisal 
Buff Patent No. 2642706 


Specialized know-how and the demands of 
modern industry . . . these bring progress. The 
vision of a cool-running, fast-operating buff 
adaptable to various requirements led to the 
first Sisal Buff by the JOE-D Buff Co. The 
amazing efficiency and economy of JOE-D 
““Fray-Proof” Bias Sisal Buffs marks them as 
leaders in the industry. Specify JOE-D—the 
Original Bias Sisal Buff —for every requirement. 


ATTENTION JOBBERS: 
Some Choice Territories still available. 
Write Today! 


OE-D COMPANY 
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ANODIZING 
RINSE WATER 


SODIUM 
CHROMATE 


NEUTRALIZING 
TANK 


ANION 
EXCHANGER 


REGENERATION EFFLUENT 


SODIUM CHROMATE 


PURE CrO, PURE H,0 


CATION 
RETURN TO RETURN 
ANODIZING To 
TANKS RINSE 
TANKS 


RECOVERY OF CHROMIC ACID 
FROM ANODIZING RINSE WATER 


The block diagram above indicates one method of 
using ionXchange to save money, in the plating rooms 
of a large automobile plant, by recovering the chromic 
acid from the rinse tanks of anodizing operations. 
The cost of equipment was much less than the cost of 
a disposal plant, and the savings through recovery 
were substantial enough to make the investment a very 
profitable one. 


REMOVAL OF ALUMINUM 
FROM ANODIZING BATH 


A secondary purpose for one part of the same install- 
ation was the removal of aluminum from the anodizing 
baths. When the concentration of aluminum in any 
anodizing tank rose to nearly 1 g. per liter, that tank 
was cycled through the cation exchanger and the 
aluminum removed, thus saving over $250 a week © 
compared with partial dumping. For details on this and 
many other money-saving applications of ILLCO-WAY 
tonXchange, write us or consult your Illinois Water 
Treatment Company representative. 


ILLINOIS WATER TREATMENT CO. 


840 CEDAR ST., ROCKFORD, ILLINOIS 


ionXchange 


NEW YORK OFFICE: 141 E. 44TH ST, NEW YORK 17, N.Y. 
CANADIAN DIST. PUMPS & SOFTENERS, LTD. LONDON, ONT. 
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HING, 


ODNAN 
ON-FRAY 


BUFFS 


THICKNESS OF RING VARIES 
DENSITY 


TRAILING ENDS — (Safety) 


NON-COMPRESSIBLE 
CONSTRUCTION 


NON-METALLIC CENTER — 
(No Shaft Scoring) 


the greatest name in buffs for over 55 years 
BRANCH OFFICES — PHILADELPHIA , DETROIT, LOS ANGELES, INDIANAPOLIS, GRAND RAP 


December, 
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-PLATERS AND FINISHERS 
HAVE INCREASED PROFITS 


WITH TRANTER PLATECOIL® 


Tranter Platecoil has made remarkable savings in unpro- 
ductive, unprofitable downtime for many platers and fin- 
ishers. Replacement is quick and easy. Two men, with 
no hoists or other machinery, can install Platecoil units in 
minutes. More downtime is saved, too, because Platecoil’s 
solid and relatively flat surface resists fouling and elimi- 
nates frequent cleaning jobs necessary with pipe coil. 
You'll find that Tranter Platecoil also heats or cools more 
quickly. Use Platecoil now to make more hours more 


ee. matic zinc plating machine at Allen-Bradley Co. apid an 
productive every day. economical installation and more working area in the tank 


are benefits cited. 


Sessions Clock Co. previously had 2 sets of pipe coils for this Parker Dexter Lock Co. specifies Platecoil units in original equipment like this, 
Lubrite tank and changed them every 4 or 5 days for cleaning. The Plate- and also uses them in cleaner tanks and siaiee, idles. etching and 
coil shown here has been used 2 years without cleaning. oxidizing tanks. They cost less and shorten heat up time considerably. 


Order now for fast delivery from factory-tested 
stock, or for more information, send today for 
Bulletin P-52. 


coil replaced direct gas firing on tank bottom. Tank pitting has stop 

and dirt from the tank bottom no longer boils through the solution. TRANTER MEFG., inc., Lansing 4, Michigan 
You'll find our Catalog in Sweet's Plant Engineering File 
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The new aLunDUM Tumblex “S” abrasive rolls around and through intri- 
cate parts; brings high uniformity of radii and surfaces, with smooth finish, 
to the barrel-finishing of parts as intricate as this gun component. The 
“before and after’ view shows you how the spheres improve external and 
internal areas. 


Besides this 3%¢'’ diameter size of Tumblex ‘S” you can order it in four 
other sizes, up to 7%’’. This means top barrel-finishing performance for 
you, in many different applications. And these new spheres are excep- 
tionally dense and long-lasting. 


Another big advance in barrel-finishing 


Norton Tumblex “S” abrasive spheres 


From the pioneer of ALUNDUM* bonded triangles — now, 
new bonded spheres to help you do a better job 


If you finish parts that have hard- 
to-contact recesses or intricate 
shapes, Tumblex ‘‘S” tumbling abra- 


of parts to be barrel-finished. 
e@ Made of famous Norton ALUNDUM 


pages. Export: Norton Behr-Manning 
Overseas Incorporated, Worcester 6, 
Massachusetts. 


— abrasive, ut cuts fast — resulting in G-318 
sive is the latest development. shorter time cycles and lower costs per 
Here are the logical reasons why _ prece finished. 


tubing, coil springs, scissor handles, 
bearing retainers, pump bodies and 
many other parts benefit by the new 
shapes and sizes of Tumblex “S”” — 
and by its top-quality as a tumbling 
abrasive. 


Send Your Work Samples 


Let us demonstrate in our newly 
enlarged Sample Processing Depart- 
ment how Tumblex “S” Abrasive can 
give the value-adding “Touch of 
Gold” to your product quality and 
cut your barrel-finishing time and 
costs. Norton Company, Worcester 


NORTON 


ABRASIVES 


to make your products better 


e@ Tumblex ts made in spheres 
that easily get into areas where other 
abrasive shapes can’t reach. 


@ It comes in five different diameter 
sizes. #2, #3, 58"; #4, #5, 
%"’ and #6, %'’, covering a big range 


METAL FINISHING, December, 


6, Mass. Distributors in all industrial 
areas, listed under “Grinding 
Wheels” in your phone book, yellow 


*Trade Mark Reg. U. S. Pat. Off. and Foreign Countries 
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NORTON PRODUCTS: 


Abrasives 
Grinding Machines 


BEHR-MANNING PRODUCTS: Coated Abrasives 


Sharpening Stones 


Grinding Wheels 


Refractories 


Behr-cat Tapes 
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Special Reports 
On Finishing Non-Ferrous Metals 


NUMBER I1—Paint Base, Corrosion- 
Resistant Finishing with Iridite 


required. 


WHAT IS IRIDITE? 


Briefly, Iridite is the tradename for a specialized line of 
chromate conversion finishes. They are generally applied 
by dip, some by brush or spray, at or near room tem- 
perature, with automatic equipment or manual finishing 
facilities. During application, a chemical reaction occurs 
that produces a thin (.00002” max.) gel-like, complex 
chromate film of a non-porous nature on the surface of 
the metal. This film is an integral part of the metal itself, 
thus cannot flake, chip or peel. No special equipment, 
exhaust systems or specially trained personnel are 


Chromate conversion coatings are well 
known and accepted throughout industry 
as an economical means of providing cor- 
rosion protection, a good paint base and 
decorative finishes for non-ferrous metals. 
However, continued developments have 
been so rapid and widespread that many 
manufacturers may not be completely 
aware of the breadth of application of this 
type of finish. Hence, this digest of cur- 
rent information; to bring you up to date 
on the many ways in which you can ob- 
tain proper surface preparation for paint- 
ing and increase product durability with 
a single multi-purpose chemical pretreat- 
ment. Report I on decorative, corrosion- 
resistant finishes and Report III on 
chemically polished, corrosion-resistant 
finishes are available on request. 


First, it is an accepted fact that metal 
surfaces should be prepared before paint- 
ing to make possible an efficient paint sys- 
tem. Naturally, this preparation should 
provide for good initial paint adhesion. 
Chemical treatments have proved extreme- 
ly effective in this respect, particularly 
those of a neutral or preferably acid na- 
ture. Further, to be most efficient, chem- 
ical treatments should provide a non-por- 
ous barrier to maintain adhesion by sealing 
the metal from the paint and moisture. 
They should also provide a self-healing 
film which prevents lateral corrosion in the 
event that bare metal is exposed through 
scratching. 


The Iridite chromate conversion coat- 
ings meet all these requirements. Iridite 
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is a chemical conversion treatment for sur- 
face preparation. It provides initial paint 
bonding by molecular adhesion. It is acid 
in nature and produces a film that is gel- 
like and non-porous in structure. Thus, 
the Iridite film effectively seals the metal 
from the paint and from moisture penetra- 
tion. Because the film contains certain 
relatively soluble constituents, it will pro- 
tect areas scratched through to bare metal 
and prevent lateral corrosion. This is 
accomplished by a gradual leaching of 
these constituents into the damaged area. 


Further, because of its gel-like, non-crys- 
talline nature, the Iridite film will not 
affect the appearance or texture of the 
paint film, nor will it dust or powder to 
mar the painted surface. Because the 
film is non-porous, paint coverage is in- 
creased, thus substantial savings in paint 
costs will be realized. In addition, treated 
parts may be stored for long periods of 
time prior to painting without the risk of 
entrapped moisture causing blistering 
when painting. 


Iridite chromate conversion coatings 
are widely used with equal ease and suc- 
cess under both baked and air-dried paint 
systems. While the actual adherence prop- 
erties of the Iridite film do not increase 
appreciably with its thickness, corrosion 
protection does. The protection of the 
Iridite film is proportionate to its thickness 
and should be taken into consideration 
when selecting the Iridite to meet your 
needs. However, it is sometimes necess- 
ary to sacrifice maximum corrosion pro- 
tection for appearance when a finished 
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part is to be only partially painted. For 
example, it may be desirable to use a thin, 
clear, bright Iridite film if the unpainted 
areas must present a chrome-like appear- 
ance. A typical case is that of instrument 
housings on which the exterior is painted 
and the inside left unpainted. 


On the other hand, if all surfaces of the 
product are to be painted and maximum 
corrosion protection is required, the heav- 
ier and most protective Iridite films should 
be used. For example, all surfaces of zinc 
die cast fruit juicers are finished with a 
highly protective Iridite film prior to paint- 
ing to provide maximum resistance to the 
corrosive action of fruit juices. 


Iridite finishes are now available for all 
commercial forms of the more commonly 
used non-ferrous metals, including zinc, 
cadmium, aluminum, magnesium, silver, 
copper, brass and bronze. In addition to 
providing an excellent base for paint, the 
Iridite films also have high decorative val- 
ue when used as final finishes in them- 
selves. 


These films can produce a wide variety 
of pleasing appearances including clear 
bright, iridescent yellow, bronze, olive 
drab and brown. In addition, many films 
can be modified by bleaching or by dyeing. 
Among the dye colors available are var- 
ious shades of red, yellow, green, blue or 
black. 


In planning or designing, you should 
consider the many other characteristics of 
Iridite finishes which may enter into the 
specific problem. In addition to their func- 
tions as protective and decorative finishes, 
and as bases for organic finishes and bond- 
ing compounds, Iridites have low elec- 
trical resistance. Some can be soldered 
and welded. The film does not affect the 
dimensional stability of close tolerance 
parts. 


Iridites are widely approved under both 
Armed Services and industrial specifica- 
tions because of performance, low cost and 
savings of materials and equipment. 


You can see then, that with the many 
factors to be considered, selection of the 
Iridite best suited to your product requires 
the services of a specialist. That’s why 
Allied maintains a staff of competent 
Field Engineers—to help you select the 
Iridite to make your installation most 
efficient in improving the quality of your 
product. You’ll find your Allied Field 
Engineer listed under ‘Plating Supplies”’ 
in your classified telephone book. Or, 
write direct and tell us your problem. 
Complete literature and data, as well as 
sample part processing, is available. 
Allied Research Products, Inc., 4004-06 
East Monument Street, Baltimore 5, 
Maryland. 
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without reduction of efficiency 


higher free cyanide content permitted without 
loss of efficiency 


sodium cyanide may be used with higher 
current densities than is possible with 

an equivalent potassium 

formulation without 

Ultra-Tartral; this means 

real economy 


improved anode corrosion 


carbonate tolerance is even 
greater than ever before; 
no need to control 
carbonate. 


serving the Finishing Field ibis 
The Lea Mfg. Co., Waterbury, Conn 
Lea-Michigan, Inc., Detroit 
lea-Ronal, Inc., Jamaica, N. 
lea Mfg. Co., of Canada, Ltd. 
lea Mfg. Co., of England, Ltd 


Plating Polishing Buffing 


50 to 100 percent higher current density (Hull Cell 0-100 asf) 
over that permissible in any former cyanide copper process 


Here are a few of the new features this new combination will give you: 


freedom from burning in spite of much higher current density 


This new and improved LEA-RONAL 
High Speed Copper Plating Process 
offers so much in the way of improved 
operations and economy that you 
should make at least a trial run. We 
suggest that you set aside one tank 
or section for comparative tests. Our 
technical staff can recommend a form- 
ulation for converting your present 
cyanide bath to this improved 
LEA-RONAL Process. 


High Speed Bright Copper Process isa LEA-RONAL INC. Process 


On this particular Lea-Ronal Process all inquiries should be directed to: 
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ULTRA-TARTRAL is another Lea-Ronal major 
improvement in cyanide copper plating. 
ULTRA-TARTRAL is a major improvement over 
the prior old fashioned type of Rochelle Salts 
and Rochelle Salts substitutes. 

1. ULTRA-TARTRAL raises the allowoble op- 
erating cathode current density with FREEDOM 
FROM BURNING. It no longer becomes nec- 
essary to worry about high current density 
corners or edges. 

2. With ULTRA-TARTRAL the cyanide cop- 
per bath becomes less sensitive to variations of 
concentration in free cyanide or copper cya- 
nide. With the Lea-Ronal Bright Plating Process 
it permits operation with either lower metal 
concentrations for the potassium formulation or 
substituting the less expensive sodium cyanide 
in the sodium formulation. 

3. ULTRA-TARTRAL makes carbonate con- 
trol a thing of the past. It completely eliminates 
costly carbonate removal treatments. 

4. ULTRA-TARTRAL costs no more to use 
than Rochelle Salts yet it gives you so much 
more. 


serving the Finishing Field 


Lea-Ronal, Inc., Jamaica, N Y 
Lea-Michigan, Inc., Detroit 
The Lea Mfg. Co., Waterbury, Conn 
lea Mfg. Co., of Canada, itd. 
lea Mfg. Co., of England, Ltd 


Plating Polishing Buffing 


Main Office and Laboratory: Manufacturing Plant: 
a) mm A XN 139-20 109th Avenue, Jamaica 35, N. Y. 237 East Aurora Street, Waterbury 20, Conn. 


a | Are you interested in Buffing, Polishing and Burring Specialties? SEE THE OTHER SIDE OF THIS INSEFT. 


A new concept in Cyanide Copper Plating which: 
Increases allowable cathode current density. 
x Eliminates reduces burning. | 
Makes baths simpler t0 control. | 
q U x Eliminates carbonate contol. 
ATE 


THINKER BOY Plating Racks 
Reduce racking costs — tremendously! 


0 No Make shift Racks — 


You don’t have to use inefficient racks to get 
work out on time. With THINKER BOY you can 
assemble racks designed for the job and be in 
production over night. 


Just drill holes to install tips or 
join frame members—insert studs 
—draw nuts tight—install sealing 
caps. 


REDUCED COSTS 


With THINKER BOY rack designing is easy and 
fast — No sketching — No drawing — Just lay out 
the THINKER BOY Members and Tips with the 
work you have to plate. You can make a sample 
rack in minutes. Develop highest racking efficiency 
for lowest racking costs, 


Knurlers 
| Knurlers 
Lengths 
6” TBUE 
aa 
Lengths, inches—e} 
Lengths 10 6, 8, 10, 12, 14. 16 
24" le 18, 20, 22, 24 
30" 14” 
36” 16" 
18” TBUG 
20” 
TBUH 
24” }+——— Lengths. inches —| 
26” 10, 12, 14, 16, 18, 20 
30” 
36” 
TBUA  TBUC  TBUB TBUD 
FS-101S FS-101D 


WAITING 


Insulated 
Thinker Boy 
TBUA Spines 
24” — $2.78 


30” — 2.95 
36” — 3.12 


FLEXIBILITY UNLIMITED 

With THINKER BOY a broken or 
damaged tip doesn’t ruin or tie-up 
the rack. You can replace THINKER 
BOY Tips right on the job in a jiffy. 
When a job is all through, finished, 
THINKER BOY Racks do not become 
worthless like other racks. You can 
change the tips or tip spacing for effi- 
ciently plating other work, or disassem- 
ble and use the parts in other racks. 


With THINKER BOY Rack Members you can assemble single, double, 
triple or quadruple spine racks, cross bar, and T racks in a wide 
range of sizes to the spacing you want. 


Send for the THINKER BOY Instruction Manual. See how 
simple it is to assemble completely insulated racks of your own 
design. Check the great variety of THINKER BOY Tips. The 
more you think about THINKER BOY the more you will save. . 


MANUFACTURING CO. 


947 N. Cicero Ave. 
Chicago 51, 
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3 STANDARD SHAPES 


“TEAR DROP” 


SHAPED, EXTRUDED APW SILVER ANODES 


CONTROLLED GRAIN SIZE: aAPw EXTRUSION PROCESS* controls grain size within definite limits—minimizes sheddings 


ROLLED FLAT PLATE ANODE SECTION: Photomicrograph illustrates highly irregu- 
A uncontrolled grain size—a major cause of shedding and rough electrodeposits. 


The three standard shapes of APW Extruded Anodes were devel- 
oped to extend the useful life of anodes—to lower plating costs! 

Through scientific design, the distribution of mass material helps 
to maintain a more efficient ratio between anode weight and ac- 
tive surface area. After 85% by weight has been plated off, this 
APW anode retains 80% of its original active surface area! You 
profit three ways with longer anode life, minimized polarization 
and less silver scrap to be refined. 

Another equally important advantage of the new APW Ex- 
truded Anode is the small, uniform grain size—controlled between 
definite ideal limits! As a result, corrosion is smooth and uniform 
for consistently smooth electrodeposits. Shedding is virtually 
eliminated—rejects are a comparative rarity! 

To be certain the silver you buy in anodes is used most efficiently, 
APW will develop special anode shapes to meet particular plating 
bath conditions. We'll be glad to assist with your anode problems. 


ae APW EXTRUDED ANODE SECTION: Note small, fully controlled regularity of grain — 
size to promote uniform corrosion, smoothest electrodeposits and less rejects. 


THE AMERICAN PLATINUM WORKS 


231 NEW JERSEY RAILROAD AVENUE + NEWARK 5, NEW JERSEY 


(ENGCELHARD INDUSTRIES) 


M 
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Cleaned with 
conventional 


trichlorethyiene 


Cleaned 
with NIALK 


TRICHLO Rerhylene 


is 


j 


Operator using Niatk TRICHLORethylene cleans 
more parts, because NIALK has psp which prevents 
acid contamination, reduces number of cleanouts. 


Why you get more effective degreasing when 
you use Nialk*° TRICHLORethylene with psp 


There’s a difference—a big, cost-cut- 
ting difference—between NIALK TRI- 
CHLORethylene and conventional 
vapor-degreasing solvents. 

Light, heat, air, acids, and active 
metals such as aluminum, given time, 
can break down improperly stabilized 
trichlorethylene, making it unfit for 
further degreasing. 

Only Nialk 

TRICHLORethylene has psp 
The stabilizer in TRICHLOR- 
ethylene has psp-—permanent sTAy- 
ING power. It’s neutral, non-alkaline. 


HOOKER 


CHEMICALS * 


You never have to replenish it. 

Only NiaLk has this permanent 
staying power. Even after repeated 
distillations, its unique stabilizer pre- 
vents acid formation and other causes 
of breakdown. NIALK works equally 
well with all metals. 
psp means cheaper 
degreasing... here’s why 
You don’t have to clean out your 
degreaser nearly so often with NIALK 
TRICHLORethylene. You can de- 
grease many more parts between 
cleanouts. 


The stabilizer actively re- 
tards formation of degradation prod- 
ucts in your degreaser—cleanouts are 
easier, faster. 

Get proof of Nialk’s cheaper, 
safer degreasing 

See for yourself how Ntack TRI- 
CHLORethylene with psp stays sta- 
ble, keeps cleaning efficiently long 
after other solvents have lost their 
punch. Write on your business letter- 
head for a revealing resumé of com- 
parative metallurgical tests on the five 
leading brands. 


HOOKER ELECTROCHEMICAL COMPANY 


1312 UNION STREET, NIAGARA FALLS, N. Y. 


PLASTICS 


METAL FINISHING, 


December. 


NIAGARA FALLS * TACOMA * MONTAGUE, MICH. 
Manufacturers of VIRGO® DESCALING SALT, VIRGO ELECTROLYTIC SALT, VIRGO MOLTEN CLEANER 


1956 


* NEW YORK © CHICAGO « LOS ANGELES 
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BENCH MODEL 
VARIABLE SPEED 


Note Carefully These 
IMPORTANT POINTS 


Barrels can be filled with parts or abra- 


sive — while running. \ 
No. 5—Variable Speed 


No. 5—Single Speed 
Work can be watched — samples re- 


moved for inspection — while running. 


Angle can be changed for best abrasive 
or polishing action — while running. 


Barrels can be emptied by tilting to dl 
pouring position — while running. = 

No. 5A—Variable Speed 
Barrels are made in various sizes, shapes, 
and materials. They are easily replaced. 


If You’re a Tumbler, Send 
for This NEW CATALOG 


"The Tumbling Garret People” 


an 136 SOUTH LEONARD STREET 
No. 6—Single Speed WATERBURY, CONNECTICUT 


SINCE 1880 .. DESIGNERS AND BUILDERS OF TUMBLING BARREL EQUIPMENT 
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@ INVESTIGATE THIS TIME - SAVING 
Bench-Type Single Speed 
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i No. 5A—Single Speed 
| Jet), THE HENDERSON BROS. COMPANY 
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MANY FINE SURFACES REFLECT THE USE OF 
PFIZER CITRIC, GLUCONIC AND TARTARIC 
ACIDS—Pfizer Citrates, Gluconates and Tartrates contribute to brightness 
like you see above. Whether it be through electroplating, cleaning or polishing, these 
Pfizer organic acids offer many advantages to metal finishers. One big advantage is 
NON-TOXICITY — greater safety for personnel in materials handling. Another ad- 
vantage is mildness—so necessary in household and specialized industrial cleaners 
and polishes. Write for Technical Bulletin 61 which describes in detail the many 
outstanding uses for PFIZER ORGANIC ACIDS in metal finishing. 


CHAS. PFIZER & CO., INC. 


Chemical Sales Division 


Manufacturing Chemists for Over 100 Years 630 Flushing Ave.. Brooklyn 6, N.Y 


Branch Offices: Chicago, Iil.; San Francise 


Vernon, Calif.; Atlanta, Ga.; Dallas, Texa 
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Spec. #4291 with neon pilot light. Input 220/440 
volts, 3 phase, 60 cycles. Output 750 amperes, 1212 WRITE - WIRE - PHONE = j_9/750 ampere Ammeter with shunt and leads. 


564 E. FIRST ST. SO. BOSTON, MASS. 


BAKER BROS., INC. 


DEPENDABLE REBUILT METAL FINISHING EQUIPMENT 


OFFERS 
Green 
Selenium 
Rectifiers 


LABORATORY TESTED AND 
GUARANTEED 
WITH 


MAGNETIC STARTERS | 
AND 
PUSH BUTTONS 


MOUNTED ON MACHINE [im 

PLUS 

Price Complete 
$520.00 


ONLY 20 LEFT 1—0/15 Volt DC Voltmeter with leads. 


volts DC. WHILE THEY LAST 


Why YOU should inform us as to your 
equipment requirements 


NOW and in the FUTURE 


. WE HAVE ONLY 30,000 SQUARE FEET FOR STOCK. 
2. WE WOULD NEED 10 TIMES THAT AMOUNT FOR EQUIPMENT WE KNOW 
IS AVAILABLE. 
3. EQUIPMENT SOLD BY US WHICH WE DO NOT HAVE TO PURCHASE IN 
ADVANCE, STORE, PAY TRANSPORTATION ON, CAN OBVIOUSLY BE SOLD 
TO YOU AT A GREATLY REDUCED PRICE. 


4. WE SPEND THOUSANDS OF DOLLARS PER YEAR LOCATING THIS EQUIP- 
MENT. WHY NOT LET OUR MONEY SAVE YOU MONEY. 


OUR BUSINESS IS AS GOOD AS OUR REPUTATION 
CONTACT US PLEASE 


BAKER BROS., INC. 


Phone: ANdrew 2-2535 


= 
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1. Technical Service — Factory-trained representatives, quickly 2. Research — Extensive, modern facilities. including: pilot multi- 
available when needed; backed by factory specialists for a prompt stage spray washer. complete pilot-plating line. nuclear studies for 
solution te your problem... and kept up to date on latest metal- Cleaner Research (in which we have pioneered). All staffed with 
finishing practices. experts — the best in the industry! 


Try Wyandotte’s winning combination! 


When you buy from Wyandotte, you not only get 
the finest in chemical products, but many other 
extra benefits, as well! 


You get Wyandotte’s capable technical service, extensive 
research, helpful service aids, and vast experience in metal 
finishing — a combination that means better results at lower 
cost for you. Contact us today! Wyandotte Chemicals Cor- 
poration, Wyandotte, Michigan. Also Los Nietos, California. 
Offices in principal cities. 


3. Service Aids—Technically correct instruction sheets, 


control charts, testing equipment furnished without WHY DON’T YOU, TOO, TRY WYANDOTTE FOR: 


additional charge. 


e Metal Cleaners ¢ Paint-Preparation Products e Barrel- 
Finishing Compounds e Paint Removers e¢ Aluminum 
Specialty Products e Neutralizers e Rust and Scale 
Removers 


e Rust Preventatives 


yandotte 


J. B. FORD DIVISION 
THE BEST IN CHEMICAL PRODUCTS FOR METAL FINISHING 
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4. Background — Over 50 years’ experience in special- 
ized chemicals assures you of the best products, methods. 


Temperature 
Control 


...in Plating 
and Metal Finishing Operations ? 


WHY temperature control? First of all, to assure uni- 
form quality; second, to reduce processing costs. 


Maintaining bath temperatures at the one best leve/ used to 
be a serious problem. But not anymore. Today, TRERICE 
controls are automating plating processes throughout the 
metal finishing industry . . . maintaining precise tempera- 
tures automatically—-TRERICE regulators prevent evapo- 
ration losses, cut down on rejects, insure uniform product 
quality! You save time, labor and fuel costs. Not surprising, 
then, that TRERICE controls are standard with leading 
original equipment manufacturers. Behind this wide accept- 
ance is the TRERICE reputation for quality, and a nation- 
wide sales and service organization. 

The TRERICE line is a complete line. Each TRERICE 
temperature control installation is set up to meet the specific 
requirements of the user, insuring uniform product quality 
at the lowest cost. 


If your operation involves cadmium, chromium, copper, 
nickel, tin or zine plating; anodizing, bonderizing, cleaning, 
pickling or rinsing, it will pay you to have a “Trerice Man” 
explain how temperature control can. 


reduce your costs. 


emperature 
Control 


Send Today for Bulletin 803—TRERICE TEMPERA- 
TURE CONTROLS for the Metal Finishing Industries ‘ 


H. 0. TRERICE CO. 1424 W. Lafayette Bivd., Detroit 16, Mich. 


Factory representatives in principal cities of U.S. and Canada 
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Photo courtesy of 
Imperial Rack Co., Inc. Flint, Mich. 


PLATING RACKS 


Chem-o-sol’s excellent chemical and heat resistance 
means longer life for plating racks and other plating 
equipment. 

A smooth, rapidly draining coating of chem-o-sol 
on plating racks will reduce carry-over of solutions, 
protect them from contamination. 

This special chem-o-sol can be applied to equip- 
ment in just one dipping operation. Also available in 
spraying form for in-shop application to bulky equip- 
ment such as tanks, fans and other items subject to 
corrosive deterioration. 

Our custom formulated plastisol (chem-o-sol) has 
been tailored to the plating industry by a company 
whose experience has covered many years as well as 
many industries. We have developed chem-o-sols for 
application by dipping, molding, spraying, die-wiping, 
spreader coating, printing, and many other methods. 

Our laboratory and research facilities 
are at your service. We welcome your in- 
quiries and your problems. 


Chemical Products 3% 


KING PHILIP ROAD © EAST PROVIDENCE, R 
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A HOT IDEA FOR 
COOL PROFITS 


by A. B. HOEFER 


Vice-President 


FREDERIC B. STEVENS, INC. 
Stevens Automatic Plating 


Barrels Adaptable to Any Situation 


IT’S GOOD TO KNOW WHEN YOU ARE INVESTING in 
a plating machine that Stevens units can be designed so that 
more than one type of plating can be done on one machine. Also, 
that changes can be made in the future to meet any specifica- 
tions you may have. We’ve changed over a good number of 
Stevens machines in our time. That’s why there are so many 
Stevens machines in use far beyond their depreciation schedule. 


THE 


PROJECTED 
MAT 
SS BARREL | 
Yeas! 2 3 4 5 6 7 8 9 0 it 2 13 4 I5 1 


THERE ARE MANY OTHER SAVINGS you can enjoy 
beyond long life. Stevens Automatic Barrel machines require 
only one employee to operate the machine. These units are 
completely automatic, because the open end barrel is loaded 
when in a vertical mouth-upward position and automatically 
unloaded by tilting the barrel downward. There are no lids to 
fasten or unfasten. 


POSSIBLE MIXING OF PARTS IS ELIMINATED in the 
Stevens automatic barrel. Small, special loads can be con- 
veniently run without penalizing the productive capacity of the 
machine and without the inconvenience of partitioned cylinders. 
Stevens Automatic Barrel Machines are used for varied processes 
that include copper strike; copper, nickel, tin, brass, zinc and 
cadmium plating; phosphating; alrocing; dichromating; clean- 
ing and bright dipping. 
THE SIMPLE COMPACT DESIGN of this machine permits 
production capacities as high as 4,000 pounds per hour. Simplicity 
of design makes it equally practical to distribute the capacity 
between two or more machines to provide flexibility in plating 
thicknesses and production. 

Let us give you more details on Stevens Automatic Barrels. 
Write us today, Frederic B. Stevens, Inc., 1814 Eighteenth 
Street, Detroit 16, Michigan. 


FREDERIC 


INCORPORATED 
YOUR METAL FINISHING SUPERMARKET 


DETROIT 16, MICHIGAN | 


METAL FINISHING EQUIPMENT AND SUPPLIES 
FROM CASTINGS OR STAMPINGS TO 
FINISHED PRODUCT 
BRANCHES: 

Buffalo + Indianapolis «+ New Haven 
Offices in Principal Cities 
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HOW AUTOMATIC 


BARREL PLATING CAN 


REDUCE YOUR HANDLING 
AND BURDEN COSTS— 
Compare this 

Conventional Horizontal Barrel 


Line 


With this 
Stevens Automatic Barrel 
Installation 


c 
z 


DRYE 


PLATE PLATE 


O 


PLATE 


Production from both installations is 
the same. 

Notice how many more handling steps 
(indicated by the illustrated hands) and 
manual load-unload operations (indi- 
cated by the arrows) are required for 
the manual set-up. 

Notice, too, how much floor space 
(indicated by shaded area) is saved with 
a Stevens automatic installation. No 
manual operations required with auto- 
matic load and unload. 
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product 


m ad e 


with the PARAMOUNT 
“Finishing Touch’”’ 


“We find Paramount Felt Wheels best for our 
ticklish finishing problems,” says J. Gaspari and 
Co., Inc., renowned makers of eyeglass frames. “The 
samples (illustrated) are a good example. Thanks 
to the controlled finishing your wheels allow, we 
are able to remove high solder spots on the frame 
and temple which must be lapped smooth without 
damaging the gold shell. We also use your wheels 
to finish the aluminum plaques because they cut 
and smooth in one operation.” 


From heavy castings to delicate jewelry, whatever 
your product, Paramount Felt Wheels can save you 
time and money. Call your supply house. 


Felt Wheels, 
Bobs, Sheet Felt 


Bacon Felt Co. 437 West Water St., Taunton, Mass. 
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Technological knowledge acquired through many years 
of experience, plus special processes and equipment, 
assure the high quality of our Rhodium Plating Solutions. 


Recommended for contact surfaces of switches, wave- 
guide parts and other electrical applications; can be 


y tilt on staff, without applied in extremely heavy deposits, where required, 
‘ up to 100 miligrams per square inch. 


obligation, about your 
Rhodium plating provides the advantages of whiteness, 
lustre and corrosion resistance of a precious metal. 


Specific plating problems, 


. 


SINCE 190% 


_ SIGMUND COHN MFG. CO., INC. 


(121 SOUTH COLUMBUS AVENUE + MOUNT VERNON, NEW YORK 
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NEW 


| of 


| Metal & Thermit — United Chromium 
| of Canada, Limited 


PLASTISOLS & 
ORGANIC COATINGS 


Ucilon® Protective 
Coatings 


Unichrome® Primers, 
Lacquers, Enamels 


Unichrome Plastisols and 
Rack Coating 218X 


METAL FINISHING, December, 


-These new larger quarters will contain manufacturing 
and warehousing facilities, service laboratory, and sales 
offices. We are grateful to the many friends and customers : 
| whose recognition of the benefits in Metal & Thermit and other equipment 
Unichrome metal finishing processes and materials made 

our growth possible and this needed expansion a reality. 


Metal & Thermit— United Chromium of Canada, Ltd. 


36 Factory Street, Rexdale, Ontario 


HEADQUARTERS FOR: 


Processes and materials for metal finishing; 
tin, antimony, zirconium chemicals and products. 


MATCHED 
PLATING PROCESSES 


Pyrophosphate Copper 
® Bright Nickel 


Finishes for 


Tin & Tin Alloy Plating 
Crack-Free Chromium 


Chromate Treatments 


Special Requirements 


* Tantalum Heating Coils 


* Rectifiers 


* Anodes and 


a Plating Equipment 


Ceramic | Products 


Ultrox 
Ultrox 500W 


Tin oxide 


Sodium Antimonate 


organotin 


Stabilizers for chemicals 


Vinyl Plastics 


* Organotin and other 


Thermolite Stabilizers 


1956 


Slime Control Agent 
for Paper Industry 


Chlorine scavengers 


Catalysts for curing 
silicone oil emulsions 
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You'll Plate Parts Faster AT LOWER COST 


when You USE The 
SMOOTHEX 


BRIGHT COPPER 


PROCESS: 


UNDERCOAT 


DECORATIVE 
PURPOSES 


TO PROTECT 
ZINC, ALUMINUM 
and other soft 
metals from attack 


IN ACID NICKEL TO ELIMINATE 
Orr PLATING SOLUTIONS COPPER 
SELECTIVE Pending BUFFING 
CARBURIZING 


ELIMINATE COPPER BUFFING 

SAVE NICKEL 

EASE OF CONTROL 

GET INSTANT SPECULAR BRIGHTNESS 
ENJOY LOWER MAINTENANCE COST 
LOWER OPERATING COST 

HAVE ADAPTABILITY 


e Excellent Territories Still Available e 


End your plating solution troubles, now! Switch to the amaz- 
ing new SMOOTHEX BRIGHT COPPER PROCESS for 
greater brilliance, speed and top quality, lower cost runs. 
Your present equipment can quickly and easily be adapted 
to the Smoothex Process. Send a sample of your plating 
solution to us, at once, for conversion information. 


10705 BRIGGS ROAD | 


CLEVELAND 11, OHIO 
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Dictionary of Metal Finishing Chemicals 
B O O K S By HALL and HOGABOOM 


metal finishing field for a handy 
source of information concerning the 
Metallizing Non-Conductors 
By SAMUEL WEIN 


chemicals employed. The technical and 
common names are listed in alpha- 
betical order together with informa- 
tion as to physical appearance, chemi- 
cal formula, molecular weight, melt- 
ing and boiling points, and solubility. 
Available grades, types and sizes of 
shipping containers are also given, all 
of which are of help in identifying the 
contents of unlabelled packages which 
are found in most plating rooms. A 
special section contains tables of de- 
grees. Baumé and specific gravity for 
solutions of a great many salts. Vari- 
ous solutions and dips employed in 
the finishing department may be easily 
controlled by the use of a hydrometer 
and these tables. The authors, editors 
of the Plating & Finishing Guidebook 
and associate editors of Metal Finish- 
ing, as a result of their familiarity 
with the requirements of the industry, 
have compiled a_ reference volume 
which belongs on the shelf of every 
metal finisher. 


The present work deals with every 
known method for ‘“metallizing’’ or 
the deposition of metals by electrolysis 
(plating) or non-conductors. It is 
divided into several sections, i.e., those 
processes which use chemical, mech- 
anical and physical methods for treat- 
ment of surfaces for metallizing. In 
these groups the specific methods are 
chronologically reviewed and so the nd 
idea of the progress made by the me) V2 
various workers in these arts. At the A 5 8 PRICE $3.00 
end is an alphabetical listing of con- 
tributors to the art, so that the seri- 
ous workers can refer to the original 
given in BOOK ORDERS PAYABLE IN ADVANCE 

The text is prepared in a practical 
fashion so that the formulas given 


will be of material use and is the 
result of literature collected by the 
author for more than 25 years and 
which has been in use by a number 


of industrial concerns here in the 


ee 381 Broadway, Westwood, N. J. 
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After plating, parts for Sperry Rand’s 
20,000-watt tubes for military air-navi- 
gation systems must be rinsed in high- 
grade water . . . the chemical equiva- 
lent of distilled water . . . and lots of it. 
But one pass through, and this pure 
water picks up toxic cyanides and can't 
be used again. 


Dumping 72,000 gallons of toxic 
rinse water every day would contami- 
nate the plant water supply. Chemical 
treatment to make this rinse water non- 
toxic would take up too much space. . . 
cost too much to build and operate. 


So, Sperry Rand’s engineers put in a 
lERMUTIT ion-exchange system that 


METAL FINISHING, Dece 


mber. 


Plating klystron tube parts at Electronic Tube Division, Sperry Rand Corp., Gainesville, Fla. 


removes the copper, nickel, silver, eva- 
nides and other impurities so the rinse 
water can be re-used. 


Results: Dumping was cut to about 400 
gallons per day of concentrated impu- 
rities in safely disposable form. And the 
same Permutit units also produce the 
equivalent of distilled water — in vol- 
ume, at low cost—for cleaner, top-grade 
plating. 


In the same way, ion-exchange cuts 
costs in anodizing, bright dipping, 
pickling, brass etching, copper. strip- 
ping. It also recovers copper and zinc 
from rayon wastes, concentrates ura- 
nium from complex ores, removes im- 
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How Sperry Rand cuts plating wastes 
from 72,000 to 400 gallons per day 


purities from sugar, drugs, antibiotics. 


Welll be glad to show vou how ion- 
exchange will improve vour processing 
and products. The Permutit Company, 
Dept. MF-12, 330 West 42nd Street, 
New York 36, N. Y., or The Permutit 
Company of Canada, Ltd., Toronto 1, 
Ontario. 


PERMUTIT 


rhymes with ‘compute it’ 
ION EXCHANGE for Water Conditioning 
Chemical Processing « Industrial Waste Treatment 
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Carrier Corporation reports: 


“Cleanouts extended from 4 to 10 weeks... fewer tests 
of solvent and less ‘coking’ on coils with TRICLENE’ D“’ 


Carrier Corporation, Syracuse, N. Y., takes particular 
pains with the degreasing of its many-finned refrigera- 
tion and air conditioning condensers. Their quality and 
safety standards demand bright, thorough cleaning of 
the aluminum fins and copper tubing . . . no oil residue 
on the metal surfaces. To meet these high production 
standards, they use ‘“Triclene’”’ D as the solvent for 
their vapor degreasers. 

Carrier reports: ‘“The period between degreaser clean- 
outs has been extended from four to ten weeks.”’ Further, 
there is ‘“‘less ‘coking’ on coils and the necessity of con- 
stant checks of solvent pH is substantially reduced.” 

Heat, light, air, acids and aluminum chloride will not 


TRICLENE 


TRICHLORETHYLENE 


Name Title 
Company 
REG. U.S. PAT. OFF Address. 
BETTER THINGS FOR BETTER LIVING City Zone State 


«+e THROUGH CHEMISTRY 
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E. I. du Pont de Nemours & Co. (Inc.) 
Electrochemicals Department MF-12 
Wilmington 98, Delaware 

[_] Please send me a copy of your new vapor-degreasing booklet. 
|_| Please have your representative phone for an appointment. 


TRICHLORETHYLENE 


affect ‘“Triclene’’ D with locked-in stabilizers. Yet this 
rugged solvent safely cleans even the most delicately 
machined surfaces...retains its original purity longer... 
gives brighter cleaning of metal, distillation after distil- 
lation. And it costs no more than ordinary solvents! 


GET ALL THE FACTS on vapor degreasing. This new 
Du Pont book contains 42 pages of data, figures and 
illustrations . . . something on all the latest degreasing 
developments. A copy for your 
files will be sent to you without 
obligation—just clip and mail the 
coupon below. 
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NLY Brighteners Contain 


COMPOUND Z-10 


Enthusiastic acceptance can only be earned by exceptional performance. 


Compound Z-10 in Rohco Zinc Brighteners is the exclusive ingredient that 
makes the difference in: 


BRIGHTNESS — consistently brightest zinc with simplest control. Highest 
covering power and widest current density range for uniform deposits. 


STAYING POWER — only small additions occasionally required propor- 
tional to production. Most economical of any to use. 


Be sure your zinc plating has top-notch quality with economy. You'll be 
positive when you use Rohco! 


Send coupon for information on ROHCO ZINC BRIGHTENERS, today! 


0. HULL & COMPANY, INC., 1301 Parsons Ct., Rocky River 16, Ohio 


JUST PIN THIS COUPON TO YOUR LETTERHEAD 


R. O. HULL & COMPANY, INC. RUSH recommendations on ROHCO ZINC 
BRIGHTENERS for these conditions: 

Bbl. Still 
[] Post-plating Dip [| No Plating Dip 


1301 Parsons Court 
Rocky River 16, Ohio 


Name 


Company 


Address 


Street 


City 
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Experienced space buyers recognize that the entire 
circulation of a publication isn’t necessarily all 
“eatin’ meat” for every advertiser. It’s who, where 
and how that counts, not end figures. Careful study 
of all available circulation FACTS as related to 
markets is required to appraise media for its adver- 
tising value. 

The audited information in A.B.C. reports for 
business publications includes: A breakdown of sub- 


scribers by occupation or kind of business * Loca- 
tion of subscribers by states or provinces * How the 
circulation was obtained * How much subscribers 


A.B.C. 


50 


How many pounds 
are sirloin steak? 


250 Ibs. 


METAL FINISHING 


REPORTS—FACTS AS A BASIC MEASURE OF ADVERTISING VALUE 


[| 150 Ibs. (_] 50 lbs. 


The American Meat Institute tells meat 
packers and housewives how much “eatin’ 
meat” there is in a 1000 pound steer—40 
different cuts from a side of beef—how 
many pounds of hides, hoofs and _ fats. 


Courtesy American Meat Institute 


paid * How much paid circulation * How much un- 
paid distribution * What percentage of subscribers 
renew * How many in arrears. 


By using audited information from A.B.C. reports 
as a basis for media decisions, you can most accu- 
rately judge media for their value to your business 
and know what you get—how much “eatin’ meat’’— 
for your advertising investment. This business pub- 
lication is a member of the Audit Bureau of Circu- 
lations. Ask for a copy of our A.B.C. report and 


then study it. 
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| Since 1927-A Leader In 
NATION WIDE 
Finishing Systems 


Co You and Yours 
Merry Christmas 
and 


A Gappy and Prosperous New Bear 
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ince 1896 


a 
Provides the Right 
U.S. Fully Automatic Equipment for processing and heavy Combination for 
copper plating the bottoms of popular brand stainless steel 


installations are in service in More Efficient 
ne 
Operation 


U.S. Equipment leads where production 


problems call for ingenious engineering and 
design for improving quality and lowering costs. 


Whether your job calls for Electroplating, 
Electrochemical Treatment, Metal Cleaning, 
Pickling, Acid Dipping, Drying or other related 
operations in any required series or combination 
intermittent or continuous —it will pay to 

get U.S. recommendations. Our Service 


Department is at your disposal, without obligation. 


U.S. Fully Automatic Conduit Pipe Processing In- 
stallation. Performs 24 operations in one continu- 
ous cycle including cleaning, acid treatment, zinc 
plating pipe exterior, enamelling and baking in- 
terior surface. Capacity—over 60 million feet of 
pipe per year. Glass enclosure houses U.S. 
Generator Equipment. 


U.S. Automatic Machine for processing tubu- 
lar steel furniture components. Performs 22 
operations automatically including cleaning, 
copper, nickel and chrome plating and dry- ? 
ing in one continuous cycle. Has 5 parallel 
processing lanes; each can take different 
kinds of material. 


—A Complete Line of Barrel, Sil Tank, Variable Speed, 
Semi- and Fully Automatic Equipment » Motor Generators & Rectifiers 


U. S. GALVANIZING AND PLATING EQUIPMENT CORP. 


31 HEYWARD STREET a BROOKLYN 11, N.Y., U.S.A. 
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Rectifier Performance 
Depends Controls 


The selection of the proper controls with either 
selenium or germanium rectifiers can be the 
key to improving your plating and anodizing 
results. For every installation there is a con- 
trol which will best fit the application. Let 
H-VW-M make an engineering survey and 
MOTOR-OPERATED recommend the most suitable control to give 
_ MANUAL TAP SWITCH CONTROL TAP SWITCH CONTROL you not only the best results, but also the maxi- 

For both self-contained and remote For pushbutton control of output from’ =mum in efficiency, flexibility, and economy. 


controlled units. Used in conjunction remote location. Used in conjunction 
with a tapped avto-transformer, it with tapped avuto-transformer and it 


vides 22 positions of volt ad- also gives 22 positions of voltage ad- 
jut > rated APPLICATION SUGGESTIONS 


Batch Tank Plating © Manual tap switch. 
Batch Tank Plating Motor operated variable auto-transformer or 


with wide load motor operated top switch. 

variations and high 

production 

Barrel Plating Manual tap switch. No control rectifier. 


CONTINUOUSLY. 


VARIABLE Cleaning & Pickling © Manual tap switch. No control rectifier. 


AUTO-TRANSFORMER wm Conveyor —many Manual tap switch (remote control). Motor oper- 
stations ated tap switch. Saturable core reactor. Motor 
— for operated continuously variable auto-transformer. 
SATURABLE CORE REACTOR Conveyor—few Automatic voltage stabilization with variable 
Wholly electrical — no moving parts stations auto-transformer. Automatic voltage stabiliza- 
larger ratings. Gives smooth control from 10% te tion with saturable core reactor. 
Gives full stepless control from zero 100% of rated voltage, provided 10% Chrome strike in Automatic programming with variable auto- 
to rated voltage. Highest efficiency. minimum current load is drawn. combination with transformer or special series hook-up. 
Plate 
Need Automatic Voltage Stabilization? Sulphuric Anodizing Manual top switch. Motor operated top switch. 
For close DC voltage regulation, automatic voltage stabiliza- 
tion will maintain voltage at pre-set level. Use either sensing Color Anodizing Automatic constant current with variable auto- 


transformer. Automatic constant current with 


panel with motor-driven, oil-immersed continuously variable 
magnetic amplifier and saturable core reactor. 


auto-transformer, or special magnetic-amplifier with satu- 
rable core reactor. H-VW-M controls can also provide auto- Chromic Anodizing Automatic programming with variable auto- 


matic constant current. transformer. Combination automatic constant 
current and automatic voltage stablization 


Need Automatic Pr ogr amming? with variable auto-transformer or saturable 
Motor-operated continuously-variable auto-transformers, 

plus timers and controls, will set voltage and operate for Electrolytic Metal © Automatic current control with saturable core 
pre-set time; change to another voltage at pre-set rate; oper- Refining reactor. 

ate at new voltage for given time, then shut the rectifier off. q @s eo) 


PLATEMANSHIP SEND TODAY for free Bulletin ER-108 describing H-VW-M SELENIUM 
“a and GERMANIUM Rectifiers and H-VW-M’s full line of controls. 


Your H-VW-M combination—  HANSON-VAN WINKLE-MUNNING COMPANY, MATAWAN, N. J. 


of the most modern testing Plants: Matawan, N. J. * Grand Rapids, Mich. 

and development laboratory — saies OFFICES: Anderson (Ind.) * Baltimore * Beloit (Wisc.) * Boston 

— of over 80 years experience Bridgeport * Chicago * Cleveland * Dayton * Detroit * Grand 

in every phase of plating and Rapids * Los Angeles * Louisville * Matawan * Milwaukee 

polishing—of a complete New York * Philadelphia * Pittsburgh * Plainfield * Rochester ce a 
equipment, process and sup- St. Lovis © San Francisco °* Springfield (Mass.) °* Utica 


ply line for every need. Wallingford (Conn.) 


NG AND POLISHING PROCESSES » EQUIPMENT + SUPPLI 
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Year End Thoughts 


Again, we have reached a time of the year when the editor temporarily 
dismisses from his mind a chronic dissatisfaction with matters as they are in 
our industry and turns his thoughts to more pleasant things. Of course, in order 
to enter into the spirit of the season, the reader must necessarily forget the 
nickel situation, the increasing cost of doing business. and the murderous com- 
petition against which he has struggled all year. Having hurdled this obstacle 
to his peace of mind, he can now consider his position wiih grateful apprecia- 
tion of what might have been. 


He can remind himself that there are still places on the globe where 
alkaline cleaners are heated over a wood fire out in the yard: that is, if the 
plater is fortunate enough to have a hot cleaning solution at his disposal. And, 
our reader can be thankful that he works with a roof over his head when it 
happens to be raining outside. In many lands, the metal finisher also has to be 
a manufacturing chemist, since import restrictions render unobtainable such 
obvious requirements as brighteners, buffing compositions, and many common 
chemicals. And, our reader can bask in the warm assurance that these necessi- 
ties are within reach of his telephone, without red-tape and bureaucratic delays. 
All over the world today products are being made by men who, in their wildest 
dreams, could never entertain the possibility that they might, some day, be able 
to afford their purchase. And, at the end of the day, our reader gets into his own 
car, the one with all the polished and bright plated trim, and drives home where 
he can enjoy the modern conveniences, to the manufacture of which he has 
contributed his efforts. 


We could go on and on in this vein but, by now, the reader should already 
be experiencing a warm feeling inside brought on by the knowledge that he is 
not as badly off as he thought he was. On the contrary, he can consider himself 


pretty well off, relatively speaking. 


Metal Finishing 


Wishes You A Very Merry Christmas and A 
Happy and Prosperous New Year 
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BUFFS FOR ALL PURPOSES 


By Edwin F. Doyle, Barker Bros., Inc., Brooklyn, N. Y. 


HE process of producing a decorative finish by 

buffing has expanded tremendously since the end of 
World War Il. It has resulted in new methods, the 
development of new type buffs and the refinement of 
old types. There have been constructive steps made to 
improve bufling fabrics by leading cotton mills. Sev- 
eral successful impregnations or treatments of fabric 
have been developed by buff companies and_bleach- 
eries. 

The following paragraphs will be devoted to a brief 
description of various types of buffs that are widely 
used. The outstanding qualities of each type will be 
mentioned and the types of work each is best suited 
for. No attempt will be made to list the many special 
purpose buffs made for specific jobs or buffs having 
limited applications. Types of sewing, types of mate- 
rial, and cloth treatment will be described and the out- 
standing feature of each will be discussed. It is hoped 
that the information given, applied to the individual 
buffing requirement, will result in better finishes at 
lower cost. 


Buff Types 
Bras Burr — Air CooLen: 


Material is first cut into bias strips. These strips are 


ia? | 


Fig. 1. Bias Buff — Air Cooled. 


then wound around and fastened to a center hub. The 
buff formed has all threads of the material approach- 
ing the edge at a 45° angle. thereby eliminating fray- 
ing of the material. The center hub is usually metal or 
fiber board, metal being the most popular (Fig. 1). 


This is most widely used of all types of buffs. It 
gives the best results on most automatic and semi- 
automatic buffing operations. Much faster cutting 
speeds are possible because less heat is developed and 
air cooling helps dissipate the heat that is developed. 
Longer wear and faster operation make it economical 
for many hand buffing operations. The amount of 
material pleated around the buff will govern the hard- 
ness, the length of cut. and the flexibility. This type 
of buff is best suited for most industrial buffing opera- 
tion. The bias buff is constructed on a variety of steel 
centers. Standard center sizes are 3”, 5”, 7” and 9” 
diameter. The center sizes are usually determined by 
the buff diameter. The most widely used material is 
the 86/93 cloth described later under materials. 16 
and 18 ply sections are most common. Including width 
of hub, each section equals about 1% inch of face 
thickness. Sections are assembled on the lathe to the 
desired face width. Surface speeds up to and exceeding 
12,000 feet per minute are possible. 


Fig. 2. Full Disc Loose Buff. 
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Fig. 3. Full Disc Sewed Buff. 


Disc — Loose: 


Round dises are cut from sheeting and assembled 
into buff sections, usually 18 or 20 ply in thickness 
(Fig. 2). The discs are turned in such a manner that 
the threads of the material lie in different directions in 
each succeeding two plies. This enables the buff to 
wear evenly around the periphery. One row of sewing 
is added near the arbor hole to hold the dises to- 
gether. A number of these sections are usually assem- 
bled side by side on the lathe arbor to make the desired 
face thickness. 

This type of buff is used extensively for coloring 
operations. It has a uniform surface, will not catch 
irregular work, and can be used for both cut and color 
operations on small and irregular shaped work. 

Material may be any of the types listed and diamet- 
ers from 2” to 24”, depending on job requirements. 
Maximum surface speed would be about 8000 feet 
per minute with most coloring operations performing 
best between 6000 and 7000 sfpm. 


Disc — SEWED: 


They are constructed the same as full dise loose 
buffs with additional sewing added. The most common 
sewing used is °x” or 14” spaced spiral sewing. Sec- 
tions are assembled on the arbor to the desired face 
thickness (Fig. 3). 

The wheel formed has a firm surface and is suitable 
for cutting down operations. This type of wheel is best 
suited where the surfaces to be buffed are fairly even. 
Much more pressure will be exerted on the high spots, 
because the wheel will not conform to the contour of 
the work. Sometimes sewed and loose sections are alter- 
nated to form a somewhat more flexible buff. Because 
the sewed wheel is not very flexible. the length of the 
cut is short. When a short, fast cut is required, this 
type of wheel should be selected. Surface speeds to a 
maximum of 9000 feet per minute can be used. 
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Fig. 4. Sewed Piece Buff. 
SEWED Piece Burr: 

These buffs are made by laying out pieces of mate- 
rial, edge to edge on a large table. A number of layers 
are laid up. one on top of another until a compressed 
thickness of about“, inch is obtained. Buff sections 
are then cut out of this layer and sewing is added 
(Fig. 4). Most common sewing is spiral, either 1,” 
or *.” spaced. If good weight. close woven, new piece 
goods are used, a satisfactory buff can be produced. 
Very cheap piece buffs. using lightweight or otherwise 
unsatisfactory buff material. will not do an adequate 
job. Usually higher labor costs will result which will 
more than offset any saving made on price. 


These buff sections are assembled to the proper face 
thickness on the lathe. They form an inexpensive sewed 
buff wheel that can be used on many cut down opera- 
tions. Use primarily on hand buffing jobs, a fast cut 
can be obtained on all metals. One major disadvantage 
is that these buffs. due to the type of construction, are 
likely to run out of balance, causing vibration in the 
lathe and fatigue to the polisher. Comparing the full 
disc sewed to the sewed piece buff. the type of work is 
the deciding factor. On one hand, the material used 
for full dise buffs can be more closely regulated, the 
buffs are always in perfect balance, every two pieces 
are turned to give more even ‘wear and hold compound 
more uniformly. On the other hand, a well made piece 
buff would cost approximately two-thirds the price of 
the full dise buff or less. Cost comparisons are the 
best way to determine which buff should be used. Any 
labor saving should also be taken into consideration. 


PoLisHInc WHEELS: 


A polishing wheel is a complete wheel consisting of 
sewed sections cemented together to the desired thick- 
ness. Either full dise sewed buffs or sewed piece buffs 
are used. Full dise sections form the most satisfactory 
polishing wheel. They are much easier to keep in bal- 
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ance and stand up longer than a piece buff wheel. Can- 
vas discs are usually cemented on beth sides of the 
polishing wheel to protect the sewing and help keep 
the edges from breaking down. 


The polishing wheel is used for removal of metal. 
The periphery is covered with glue and. while the glue 
is still soft, the wheel is rolled in abrasive grain. This 
glue and abrasive is called a “head.” After the glue is 
dry, the “head” is cracked with a bar to form square 
or diamond shaped cracks around the polishing sur- 
face. In operation, this grinding or polishing surface 
is resilient and flattens out on contact with the work. 
It may be in contact with the work for several inches, 
thus giving a fast cut without gouging. 


The hardness of a polishing wheel is regulated prin- 
cipally by the sewing. Spiral sewing. varying from 1” 
to 1” can be used, as well as various spaced square 


sewing. In general. spiral sewing is used because of 
comparative price but the density of a square sewed 
wheel is more uniformly controlled and the saving on 
the overall polishing operation may more than pay for 
the additional cost of the wheel. 


Polishing wheels are also constructed from solid felt 


of various densities and from other materials com- 
pressed and secured to a metal hub. The compress 
wheels, as they are called, can be shaped to the contour 
of the work and will hold the contour even under con- 
siderable working pressure. 


Linear speeds up to 7000 fpm are used, with best 
results often obtained at lower speeds. 


BUFFs: 


This buff is called by a number of names, including 
pocket buff, triplex, double, and triple fold. It is con- 
structed by folding full round muslin discs into pie 
shaped segments (Fig. 6). A double fold buff uses seg- 


Fig. 5. Polishing Wheel. 


Fig. 6. Folded Buff. 


ments folded two times and a triple fold buff would 
have the segments folded once more. Folding is done 
in such a way as to help keep the threads from un- 
raveling. These fold pieces are laid to form a circle, 
with each segment overlapping the previous segment 
half way. Sewing is then added. The folds form pock- 
ets which hold compound and help cause an air circu- 
lation. The segments can flex. allowing a large area of 
contact with the work. The ability of the segments to 
flex results in less heat developed in the fabric itself 
and provides a cooler running buff. 

The usual sewing is several rows slightly less than 
half way to the periphery, and additional sewing to 
give support to the arbor hole. Spiral sewing can be 
added if additional stiffness is required. The triple 
fold gives greater density than the double fold and is 
usually used if more cut is desired. Sections are assem- 
bled on the arbor to the proper face thickness. 

Used where fast cut is required and heat must be 
kept low, the folded buff has been replaced in many in- 
stances by the bias type buff. Surface speeds vary wide- 
ly. depending on the job. 


SPACED OR PACKED BUFF: 


Packing is accomplished by alternating large and 
small dises (Fig 7). The object is to obtain a softer, 
more flexible buff face. Used on plastics and flat work 
where mirror finish is required, the buff can be packed 
by the buff manufacturer or loose dises can be pur- 
chased and the consumer can pack his own wheel using 
worn down discs for spacers. 

The most common packing is one or two small discs 
alternated with one large disc. More small discs can 
be used if an even softer face is desired. Sewing is 
normally one row around the arbor hole. One of the 
finer and lighter grade buff materials is usually used. 
This buff is used for the final operation to produce a 
high “color.” The surface speed is generally under 
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7000 feet per minute and, depending on the material, 
may go as low as 4000 fpm. 
FINGER BUFF: 

The finger buff. first introduced in 1937. is con- 
structed of many fingers of folded cloth (Fig. 8). These 
fingers extend radially from a metal center plate to 
which they are fastened. Variation of the type of fold 
changes the characteristics of the buff. Sewing can be 
added radially along the cloth finger to give added 
rigidity. The center size can also be varied to increase 
or decrease the flexibility. The material used can be 
either cotton cloth or a combination of cloth and sisal. 
the sisal being used to help produce a heavy. fast cut. 

Because of its flexibility, the fnger buff can be used 
on irregular shaped parts where sharp cerners and 
edges must dig into the buff. On aute metic machines. 
this feature may obviate special cams to position the 
work. 

The cloth end of each finger is cut on the bias. which 
helps eliminate raveling. Air cooling and_ flexibility 
result in a cool. fast operation. Surface speeds in ex- 
cess of 10,000 feet per minute can be used. 


SIsaAL BuFF: 


Sisal. because of its wide use. will be treated as a 
separate type of buff rather than as one of the buff 
materials, Sisal, a long. coarse fiber. is formed into 
twisted strands. These strands, resembling wrapping 
twine, are then woven into a cloth with approximately 
five strands per inch in one direction and seven 
strands per inch the other direction (Fig. 9). 


From this cloth, a full dise type buff can be made 
using either all sisal. alternate sisal and cotton cloth 
plies. or sisal with a dise of cotton cloth on each side 
of the buff. These sections are then spirally sewed to 


Fig. 7. Packed Buff. 
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Fig. 8. Finger Buff. 


form a stiff. coarse buff section. Sisal sections can be 
dipped in various treatments to stiffen the buff and 
help it to hold compound. A colored dye is usually 
added at the time for easy identification. 

Sisal cloth is also cut into bias strips and wound 
into bias buffs. These buffs are also sewed to the edge 
and give a long wearing buff combined with the advan- 
tages of air cooling. Finger buffs also combine muslin 
and sisal. 

Sisal buffs are used for a rough. fast cut. primarily 
on steel, but can also be used on other metals. Steel 
stampings and deep drawn steel parts are polished with 
one or more sisal buff operations and then finished 
with a cotton cloth buff. This method leaves the steel 
with a high finish. If it is to be plated, bright nickel 
can be deposited directly onto the steel. Sisal buff 
operations. where they can be used, are very much 
faster end more economical than if cloth buffs were 
used throughout. 

JeweLers Type Burr: 

These buffs are constructed of full dises to the face 
thickness required for the job. They are used on a 
threaded tapered spindle and more than one section 
cannot be built up on the shaft (Fig. 10). Construction 
is similar to the full dise buff. Every two plies are 
turned slightly to provide even wear. and the total ply 
is determined by the thickness required. Sizes from 
4” to 8” diameter are most common, but buffs can be 
made as small as 2” diameter or as large as 12”. Buffs 
larger than 8”, however. tend to tear at the center hole 
due to the torque developed. Once the center hole is 
torn. the buff is useless on a tapered spindle. 

Sewing should be concentric, as described under 
sewing. Machine sewing can be used up to approxi- 
mately 7,” of thickness. If a wider buff is necessary, 
hand stitching may be used. Hand sewing is not gener- 
ally recommended because of high cost. 

Materials can be any type depending on job to be 


\ 
fila 
] 
_ 
= 

ig 
& 

6 99 


Fig. 9. Sisal Buff, 


done. The center is generally hardened with a special 
preparation which impregnates the cloth out to the 
center row of sewing. Where it is desirable to keep the 
buff secured near the end of the spindle, additional 
center reinforcing is available at little extra cost as 
follows: 

Leather center jewelers buff: 

Same construction as above with a leather disc add- 
ed at center on both sides of buff. Leather dise and 
buff center are then double hardened with a special 
preparation forming a tough core around the small 
arbor hole. This buff will not tear loose from the 
tapered spindle even under unusual conditions. 

Lead center jewelers buff: 

Also the same construction as the jewelers buff. 
After sewing. a lead core is poured into the center of 
the buff. The leather center buff, plus improved hard- 
ening methods, have made the lead center almost obso- 
lete. 


INTERNAL FINISHING BUFFs: 


These buffs are all constructed using full dise cotton 
material. Various methods of fabrication are used to 
help form the different shapes. Several basic principles 
are followed in most cases to give the best results. 
These are fully described in an article published in the 
June. 1953 issue of METAL FINISHING, reprints of 
which are available. 

These buffs are used on tapered spindles because the 
side or end of the buff is part of the buffing surface 
(Fig. 11). There is a great difference in the surface 
speed of the buffing surface as it goes from the center 
to the periphery. This limits the outside diameter to 
about six inches. Since much of the buff is in contact 
with the work at the same time, too much heat is 
developed if high speeds are used. 

Using the proper working speeds and the right com- 
pound, these internal finishing buffs can do fast and 
economical jobs on surfaces that other buffs cannot 
even reach, 


WooLen Burrs: 

As the name implies, this buff is constructed from 
woolen material. The most desirable kind of cloth is 
the type from which men’s winter weight worsted suits 
are made. Constructed similarly to the jewelers buff. 
they are made to the desired thickness in diameters 
from 2” to 10” only. 

The primary use of the wool buff is for a light cut 
and color operation on sterling silver. It has been 
found that a wool buff operation does a fast job and 
will not result in the tarnishing of the silver. It is not 
generally recommended for other metals. 


SHEEPSKIN AND WuIte ALUM BUFFs: 


These are cut from sheepskin which has been either 
bark tanned (russet sheepskin) or alum tanned (white 
alum). Buffs are made for tapered spindles with con- 
centric sewing. or loose discs are sold to be assembled 
on the arbor of the lathe. 

The use is principally on metals that contain lead. 
These metals, sometimes called slush metals. are difh- 
cult to buff with cloth because the surface of the metal 
seems to drag or smear. Buffs made from russet sheep- 
skin or white alum do not cause this condition. The 
russet is used frequently with pumice in a “bobbing” 
operation. The white alum is used with rouges for the 
final finish. 


Types of Materials 


The table below lists the most common materials 
used for buffing purposes. Many other similar mate- 
rials are used in smaller quantities but the characteris- 
tics of those shown are best suited for all buffing pur- 
poses. The thread count, designated by the numerals 
separated by the diagonal line (i.e. 64/68) refer to the 
number of threads per inch in each direction. The 
weight refers to the number of linear yards required 


Fig. 10. Jewelers Buff. 
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Internal Buffs. 


Fig. 11. 


to weigh one pound. The fewer yards per pound, the 
heavier the material. Some are classified as sheetings. 
some are classified as print cloths. The 86/93 was de- 
veloped by the mills for the buff trade and is classified 
as buff cloth. This is by far the most popular material 
and is the only one made principally for the buff trade. 


W eight 
Linear Yds. 


Thread Count Per Pound Width Characteristics 
86/93 2.50 40” Close woven, high 
(unbleached ) thread count, heavy 
weight. A sturdy. long 
wearing cloth. Makes a 
comparatively hard 
buff. Best for most cut- 
ting operations. 
86 93 treated A combination of hard 
(yellow or waxes. plus a color for 
maize cloth) identification, are add- 
ed by a_ bleachery. 
Cloth is stiffer than the 
unbleached, 86/93; a 
very hard buff results. 
64 68 3.15 40” A medium thread count 


(64 64) sheeting. Good for light 
cutting, buffing wheels: 
most general purpose 
work. Holds compound 
well but cannot com- 
pare with 86/93 for 
wear. 


80 92 3.50 40” A light weight, high 
count print cloth made 
from fine long staple 
cotton. Used on softer 
metals for light cut and 
color. Also used on 


plastics. 


8 oz. Canton 34” 


Flannel 


2 yds. A medium weight flan- 
nel with nap on one 
side. Makes a soft buff 
for high For 


softer metals and plas- 
tics. 


color. 


Cloth Treatments 


These include bleaching, starching, treating with a 
combination of hard waxes, and other more specialized 
treatments. One buff manufacturer impregnates with 
materials which are the same as those used as binders 
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for buffing compounds. It is claimed that the buff holds 
compound better because of the natural affinity be- 
tween buff and compound. 

Treatment with starch creates a very stiff material 
that has no flexibility. This buff material cannot be 
used where heat is a problem. Treatment with hard 
waxes. usually dyed yellow, gives a stiffer buff than 
unbleached cloth. Because the waxes provide some 
lubrication. the buff run as hot as_ the 
bleached material. Still another treatment produces a 
cloth which holds greaseless compound better than the 
unbleached material. 


does not 


Many treatments which are given to cloth to impart 
some special characteristic also weaken the cloth and 
make it more tender. The tear strength and flexibility, 
both of which are essential for buff material, are usual- 
ly decreased in the process. For this reason a universal 
treatment for buff material has not been found. Ree- 
ords show that the use of unbleached cotton cloth far 
exceeds the total of all specially treated cloths. 

Sewing 

Of the many types of sewing available. most fall into 
a few basic categories. Regardless of the type of sew- 
ing. the following requirements are fundamental. The 
thread used, both top thread and bobbin thread, must 
be of adequate strength for the job requirement. The 
number of stitches per inch must be sufficient. Failure 
of either of these two requirements will result in short- 
er buff life and unsatisfactory results. Basic types of 
sewing are as follows: 


SEWED ONCE: 
Illustrated by the full disc loose buff. The primary 
(Concluded on page 70) 
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Fig. 12. Buff showing various types of sewing. 
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Surface Treatment and Finishing Light Metals 


Part XII-B. Plating on Aluminum—An dic Oxidation Processes 


By S. Wernick, Ph.D., MSc., FRC. FILM. and R. Pinner, B.Sc. 


A NUMBER of processes have been patented’) 1* 
which depend upon electroplating on top of ano- 
dized aluminum, making use of anodic coatings 
obtained in a number of electrolytes, including phos- 
phoric acid, oxalic acid, chromic acid, sulphuric-hy- 
drochloric acid, sodium carbonate, etc. Of these only 
the first two are of industrial importance today and 
will be described in detail. 


The Phosphoric-acid Processes 


The original process using phosphoric acid was de- 
veloped in Germany under the name of the Elytal 
process'® and consisted in anodizing for 10 to 15 min- 
utes in a 30 per cent phosphoric acid solution, followed 
by cathodic treatment in an alkaline bath and subse- 
quent copper or nickel plating. This process was not 
used in Germany to any great extent, mainly due to 
its higher cost compared to the zincate process and to 


I 
Mechanical Wire Degrease 
polish | 
Degrease Degrease Chemical polish 
ns | | 
Alkaline Chemical Rinse 
polish 
nitric acid dip 
| q 
_ rinse 
Rinse Rinse Dry 
nitric acid dip | 
Rack 
Transfer wires Alkaline clean 
to jig (while still wet) | 
Rinse 


Electroplate 


Fig. 1. Various cleaning and plating sequences which can be used 
on aluminum. 
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the pretreatment by etching process. but was further 
developed by the Aluminum Co. of America.!® 

In this modification, a variety of solution composi- 
tions were used depending on the alloy composition. 
For example, for the 35 aluminum-manganese alloy 
(1.25 per cent Mn), a solution containing 354 g./IL. 
phosphoric acid was used at 32°C. and 12 amp./sq. ft. 
for 10 min. The adjustment of concentration and oper- 
ating conditions facilitated coatings which were sufh- 
ciently porous to avoid the need for “modification” 
(i.e., partial dissolution of the oxide coating) before 
electroplating. 

This process was developed further by B. E. Bunce’? 
who applied it to electroplating razor parts and inves- 
tigated the optimum anodizing conditions for plating 
on a range of alloy compositions before electrodeposit- 
ing copper, nickel or silver. 

The best results for anodizing aluminum and a num- 
ber of wrought alloys before nickel plating is shown in 
Table 3. The various plating sequences that can be 
used are shown in Fig. 1. 

Bunce advocates the following cleaning solution 
(after treatment in trichlorethylene) : 


Caustic soda 
Sodium carbonate 
Trisodium phosphate — 
Sodium metasilicate 
Wetting Agent 


0.1 per cent 


Where chemical polishing is suitable, Bunce used a 
solution containing: 


Phosphoric acid (d 1.70) 80% (vol.) 
Nitric acid (d 1.42) _.--_-_E % 
Acetic acid, glacial 


Cetyl pyridinium bromide 
(wetting agent) 0.02% 
at 80 to 90°C. for 1 to 5 minutes, depending on the 
initial state of the surface. 


After chemical polishing, black smut is removed 
where necessary (i.e., from copper-containing alloys) 
by immersion in concentrated nitric acid. 

The thickness and the nature of the film produced by 
anodic oxidation (see Table 3) are dependent on the 
conditions for anodizing, namely voltage, temperature, 
time, etc., and can be worked out to suit a particular 
article or aluminum alloy. The objective is to produce 
an anodic film with optimum porosity. Usually porosity 
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TABLE 3 


Phosphoric Acid Anodizing Conditions 
Applicable to the Treatment of Small Articles 
Prior to: 


(a) Nickel Plating 


C.D. 

B.S. SIC 500 10 90 12 20 

B.S. NS3 350 10 90 | y. 24 

B.S. 6L1 350 15 7: 18 26 

D.T.D. 634 350 10 90 12 20 

500 10 95 28 22 

D.T.D. 443 350 10 90 12-18 18 
Castings 

B.S. L33 350 10 90 15 20 

B.S.L.M. 18M 350 15 90 12 15 


D.T.D. 272 350 15 90 12 10 
(b) Pyrophosphate Copper Plating 


B.S. SIC . eo 10 90 12 26 
B.S. NS3 350 10 90 15 25 
D.T.D. 273 350 15 74 8 26 
B.S. 6L1 350 15 74 8 26 
D.T.D. 634 350 15 90 8 34 
Castings 


B.S.L.M. 18M 250 15 90 12 28 
D.T.D. 298 350 15 80 18 20 
D.T.D. 272 250 15 80 12 15 
(c) Silver Plating 
BS. SK .... 350 10 80 12 28 
B.S. NS3 . 350 10 80 12 30 
213 . 15 70 14 35 
D.T.D. 634 350 10 80 12 32 
D.T.D. 443 350 10 90 =: 12-18 18 


will increase with increase in the acid content of the 
bath and temperature, and will decrease with voltage 
and current density. Temperature range is usually 
within 65° to 95°F., time of immersion 10 to 15 min- 
utes, and voltage 20 to 40. The current density will 
vary from 12 to 30 amp. per sq. ft. 

The anodic coating appears first as a dark, almost 
black, deposit, presumably due to its very finely divid- 
ed state. Initially it may be present as fine fibers which 
help in the production of the desired porous condition 
of the anodic film. 

Bunce points out that, while it is possible to apply 
nickel, copper, cadmium and silver directly over the 
oxide film, there is an inherent danger that if the plat- 
ing solution is too highly alkaline it will attack the 
oxide film before the metal is deposited. This may 
occur particularly with hot alkaline copper solutions, 
and in order to plate copper, brass or other metals 
from strongly alkaline solutions an initial undercoating 
of copper from a pyrophosphate solution is advocated. 

The phosphoric acid anodizing process is sensitive 
to comparatively small changes in composition of the 
aluminum alloy which is being treated. As the metal 
purity increases beyond that of commercial aluminum, 
so does it become less susceptible to anodizing treat- 
ment and consequently more difficult to plate. For this 
reason the phosphoric acid anodizing treatment has not 
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been successfully applied on diecasting alloys as a rule. 
A possible exception is L33 which has been successfully 
plated directly with bright nickel after phosphoric acid 
anodizing. 


Plating Procedure 


A typical silver bath which has been found useful 
for application on anodic coatings is as follows: 


Silver cyanide 35 g./I. 
Potassium cyanide |” 
Potassium carbonate 10 
Ammonium thiosulphate 

(60 per cent solution) 0.5 ml. 


This bath is operated at approximately room tem- 
perature and the usual current densities employed in 
silver plating. 

Nickel plating is usually applied using a Watts-type 
nickel solution, although bright nickels have also been 
successfully employed. Nickel plating can be followed 
by chromium plating without any special precautions 
being necessary in the intermediate phases. 


Operating Conditions in Anodizing 


The anodizing process itself has recently been the 
subject of an investigation by Spooner and Seraphim.?° 
These authors found that the best results are obtained 
on aluminum in a solution containing 25 to 30 per 
cent phosphoric acid at 25°C., 10 to 20 amp. per sq. ft. 
and 30 to 60 volts for 10 minutes, during which time 
a coating of 3u is built up. Strong agitation is recom- 
mended. The influence of anodizing time, phosphoric 
acid concentration and temperature on the coating 
weight is seen in Fig. 2. 

Compared with anodic coatings obtained in sul- 
phuric acid solution, the coatings obtained in phos- 
phoric acid are much more easily soluble in the anodiz- 
ing bath and are, therefore, appreciably thinner and 
of high porosity. At the same time, however, the bar- 
rier layer is thicker and this explains the apparently 
contrasting effect that the forming voltage required is 
rather higher. In subsequent electroplating, these au- 
thors found that the pyrophosphate copper bath, which 
is operated at approximately pH 7, is the most suitable 
plating solution, and microscopic investigation showed 
that the copper is deposited inside the pores of the 
coating. Fig. 3 shows a section of a copper-nickel- 
chromium deposit obtained on phosphoric acid-ano- 
dized aluminum. 
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Fig. 2. Influence of anodizing time, phosphoric acid concentration 
and temperature on coating weight. 
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Fig. 3. Copper-nickel-chromium deposit on phosphoric acid-ano- 
dized aluminum. (The chrcmium layer is too thin to be seen.*) 
( 750) 


The Krome-Alume Process 


Another well-known procedure is known as_ the 
“Krome-Alume” process.'*:7! This is based on the use 
of an electrolyte containing 3 to 57 oxalic acid in 
which a.c. or d.c. may be employed at relatively low 
current density (less than 5 amp. per sq. ft.). A volt- 
age of about 5 is employed initially and is then quickly 
increased to 50 volts, the total time of treatment being 
about 10 minutes. The components are then thorough- 
ly rinsed and the anodic film is “modified” in either 
cyanide solution or hydrofluoric acid. The object is to 
remove parts of the oxide film. A 6 per cent sodium 
cyanide solution may be used for this purpose at room 
temperature. Since the objective is to produce numer- 
ous pits or pores in the film of such dimensions as to 
allow sufficient anchorage of the deposit at the base of 
the pits, the time of immersion of the modifying solu- 
tion is somewhat critical. 

With the cyanide bath, up to 15 minutes of immer- 
sion may be necessary for pure aluminum, but for 
alloys the time may be very much less, e.g.. for copper- 
bearing alloys as little as 5 seconds is all that is neces- 
sary as the oxide film produced is relatively thinner 
and more tenuous initially. 

The hydrofluoric acid solution is usually employed 
in a very dilute form, containing 0.25 to 1 per cent by 
volume. 

When the oxide film has been modified, the object 
is placed in the appropriate plating bath to receive the 
required deposit. 

E. G. West! considers that the efficiency of the bond 
and the uniformity of the subsequent electrodeposit are 
dependent upon the uniformity of the anodic film, and 
this in turn is largely dependent on the preliminary 
cleaning and etching of the surface of the work. Hence, 
degreasing is followed, if necessary, by a nitric acid 
dip and then in every case by a suitable mild etching 
treatment which must not roughen the surface to any 
appreciable extent. To this end the following etching 
baths are advocated: 

(a) A caustic soda solution containing 8 oz. per gal. 
employed at a temperature of 65° to 70°C.; immersion 
time of 3 to 10 seconds. 

(b) A solution containing sodium carbonate 4.8 oz. 
per gal.; tri-sodium phosphate 4.8 oz. per gal. Tem- 
perature and time as (a) above. 

The work is then rinsed in cold water, dipped in con- 
centrated nitric acid for 10 seconds, again rinsed and 
transferred to the anodizing bath. 


Alkaline Anodizing Pretreatment 


Of some interest is an alkaline anodizing process, 


the use of which has been described for a number of 
aluminum alloys. 

In this process, the work is first pickled in a nitric- 
hydrofluoric acid bath of rather higher nitric acid 
concentration than is normally employed. The exact 
ratio is determined by trial and error in such a way as 
to remove as little aluminum as possible while remov- 
ing the alloy constituents and impurities from the sur- 
face as far as possible. For this purpose a sample of 
the metal to be treated is immersed in concentrated 
nitric acid and hydrofluoric acid is added slowly until 
gas evolution begins. Nitric acid is then added once 
more until gassing just ceases. 

These pickles, which contain over 907 conc. nitric 
acid and less than 10° hydrofluoric acid (50°% by 
volume, contain no added water and are used for 10-30 
seconds at room temperature. 

After pickling, the work is anodized using a.c. in a 
solution containing sodium carbonate which, depend- 
ing on alloy composition, may be used at very widely 
varying concentrations and operating conditions. In 
one example, an aluminum casting with a machined 
duralumin insert was plated in a bath containing so- 
dium carbonate monohydrate 6 oz./gal. at 45 volts, 
a.c., 104°F. for 10 minutes prior to rinsing and cad- 
mium plating in the standard bath. Normal nickel plat- 
ing procedures can be applied directly after anodizing 
as can copper plating from the pyrophosphate bath. 

The adhesion of the plated coatings is stated to ex- 
ceed 8,300 p.s.i. while they will withstand bending and 
forming operations as well as heating to the melting 
point of the aluminum without exfoliation. 

The corrosion resistance has been determined on 
aluminum plated with 0.5 mil cadmium and this com- 
bination has stood up to 500 hours standard salt spray 
without breakdown of the deposit. 

Where copper is deposited for soldering, the un- 
soldered areas are best stripped in conc. nitric acid 
and the whole plated with cadmium for corrosion re- 
sistance. 


Chemical Oxidation 


As well as anodic coatings, chemically produced 
oxide coatings have been investigated as a base for 
electrodeposition. The results obtained with the M.B.V. 
process have already been referred to but the process 
has not been widely used in practice. Similar results 
are obtained after chemical oxidation in the very 
similar Alrok process. 

Here chemical oxidation is carried out in a solution 
of the following composition: 


0.5 per cent 


” 


Potassium dichromate __ 
Sodium carbonate — 2 


After a preliminary degreasing and cleaning, the 
components are oxidized in the above solution at a 
temperature of about 190°F. for about two minutes, 
and are then immersed in a concentrated nitric acid 
solution after rinsing. The objects are then again 
rinsed thoroughly and nickel plated, the work being 
usually subjected to a low-temperature heat treatment 
thereafter (200°C. for 1 hour). 


As with the M.B.V. process, however, it is doubtful 
(Concluded on page 71) 
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By J. B. Mohler, cons: ttant 


| this mass production age, one is inclined to think 
of preductivity in terms of an automatic screw 
machine or a full-automatic plating machine. The result 
is a mass of finished work. High productivity can also 
be obtained by batch treatment of a mass of work. 
Perhaps the analogy to popcorn is a good one. We 
continuously hear of turning out work “like popcorn.” 
This is a common example of batch treatment of a 
mass. Mass treatment by means of rotating barrels is 
almost an obvious answer where it is necessary to 
process a large number of small parts. The major in- 
centives are low man-hours and low investment for 
equipment and floor space. 

Barrel finishing is widely used because of the cost 
advantage. Since it is a popular finishing method, it 
has been applied to many materials for a number of 
process treatments and finishes. It has been most suc- 
cessfully applied to the metals for cutting. burnishing. 
coloring, deburring. descaling, cleaning, and drying. 
Due to success with a number of finishes, it has been 
used for several process steps for the same parts. Also, 
it has been recognized that two sieps may be com- 
bined so that some burnishing and a limited amount 
of cutting may be done at the same time. On the other 
hand, it has also been established that it is usually 
best to clean parts prior to barrel treatment if a good 
finish is desired. 


Courtesy Almco Div., Queen Stove Works, Inc. 


Figure 1. Open End Tumbling Barrel. 
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BARREL FINISHING EQUIPMENT 


close tolerances are not required. The barrel is shown 
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Courtesy Belle Mfg. Co 


Figure 2. Combination Burnishing Barrel and Separator. 


Much has been learned about the use of hardened 
steel balls for burnishing, abrasives for cutting. and 
compounded chemicals for wet finishing. Consequently 
these finishing processes have been applied to large 
work, in some cases to a single large part. 


Fundamentally, all that is required for this type of 
finishing is a rotating barrel, the parts to be treated 
and a proper media. However, there is a good deal of 
difference in results with different types, sizes. and 
constructions of barrels. Consequently, it is well worth 
our time to take a look at the equipment that is avail- 
able. 


Oren Enp TUMBLING BARREL: 


It has long been a practice to dry small parts by 
hand dragging through a pile of sawdust. The sawdust 
removes surface water and, at the same time, wipes 
the surface dry to avoid water marks that are common 
for non-contact drying. This is done more efficiently 
by tumbling in a barrel of the type shown in Fig. 1. 
Such a method may be preferred for drying of parts 
after barrel plating; particularly where the parts do 
not have sufficient mass to dry naturally from the heat 
content absorbed in a hot rinse. Or, possibly, the parts 
contain water holding pockets that make tumbling 
necessary for complete drying. 


This particular barrel is also used for processing of 
short-run parts and for parts where fine finishes and 
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burnishing action. Insert, octagonal, wood liners are 
available where the protection of a wood lining and 


al ‘* the tumbling action of an octagonal shape are desired. 
si , The barrel rotates at 36 R.P.M. and has a total capac- 


ity of 9.6 cu. ft. without the lining and 7.1 cu. ft. with 
the lining. 

Tumbling action of the tilting barrels can be varied 
by changing the angle of the barrel. This tilting 
burnishing barrel combines a direct drive with a hand 
crank tilting device to take advantage of the tilting 
variable with one man operation. 

A lighter duty direct drive barrel is shown in Fig. 3. 
This barrel is available with a wood or a steel shell 
and features a sloping bottom to move the load alter- 
nately forward and allow it to slide back during rota- 
tion. 

The tilting or oblique barrels are used for dry burn- 
ishing of small parts. Loading and unloading is easy 


Courtesy Casalbi Co. 


Figure 3. Direct Drive Tilting Barrel. 


in the unloading position with the built-in motor driven 
screening unit folded out. This 24 R.P.M., 8.3 cubic 
foot capacity barrel is constructed with the typical 
sloping multiple sided construction used for many tilt- 
ing barrels. 

Tilting barrels of this and similar types are available 
with motorized or hand operated tilting and screening 
devices. 


TILTING BURNISHING BARREL: 


The barrel of Fig. 2 is a unitized, open-ended, tilting 
barrel, ruggedly constructed to withstand heavy duty 


Courtesy Roto-Finish Co. 


Figure 5A. Narrow Horizontal Barrel. 


through the open end. Also, it is a simple matter to 
stop the barrel and remove a few parts for inspection 
at any time. 


BoTtTTLeE SHAPED BaRRELs: 


An open end and horizontal tumbling action is 
obtained by the use of bottle shaped barrels. For maxi- 
mum surface action the barrel may be operated hori- 
zontally while the feature of modified action by tilting 
is retained. An example is shown in Fig. 4. It is worthy 
of note that barrels of thistype are removable, and 
that a variety of conventional and custom barrels may 
be mounted on the basic tilting tumbling machine. 


Horizontal BARRELS: 


Horizontal barrels are available with 6 to 12 sides, 
8 inches to 8 feet in diameter, for work loads ranging 
Courtesy The Baird Machine Co. from ounces to tons and processing times of minutes 
or days. 


Figure 4. Bottle Shaped Barrel. 
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To obtain a desired finish, the ratio of media to 
work may be from 2 to | to 10 to 1. Dry burnishing, 
cutting, and coloring media may consist of hardened 
metal shapes, soft metals, abrasives, minerals, plastics, 
wood, ground corncobs, and synthetic inorganic mate- 
rials. Quartz, granite, limestone, sea pebbles, flint, 
agate, alumina, and sand have all been used. 

Wet tumbling may utilize one or more of these same 
materials in a lubricating and detergent. neutral, or 
etching solution. Mechanical finishes can be produced 
that are comparable to other finishing methods with 
the exception of final buffing with a wheel. 


When the variables are considered, it is not sur- 
prising that a wide variety of finishes are obtained. 
Speed, load, ratio of work to media, type of media, 
size of media, mixed media, amount and type of solu- 


Courtesy Hartford Steel Ball Co. 


Figue 5B. 


Triple Action Cutting Barrel. 


tion, all exert an influence on the process. Tumbling 
in fixed or free fixtures as well as periodic reversal 
of the barrel rotation are further factors that widen 
the scope of finishing possibilities. 


Immersion tumbling in conventional plating barrels 
is a part of barrel plating processes for cleaning and 
pickling of metal parts. Single purpose processes or 
non-electrolytic processes utilize the same type of 
equipment. Similar perforated horizontal barrels are 
used with solid media incorporated with the work 
where it is desirable to readily introduce and remove a 
solution. Solution contact and removal is accomplished 
merely by lifting a barrel into and out of the tank. 
Such a method facilitates rinsing or other processing 
steps, but has only been practiced with the smaller 
barrels. The perforated barrel of course restricts the 
use of some types of solid media. 
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Figure 6. Belt Driven Barrel. 


Narrow Horizontat BARREL: 


Side loading horizontal enclosed barrels are used 
for wet and dry tumbling. Large diameter barrels are 
used to obtain a satisfactory surface speed at low 
R.P.M. In order to take advantage of diameter it is 
necessary to use narrow barrels where loads are small. 

The lined steel barrel of Fig. 5A has a diameter of 
36 inches. The barrel is available with a variable speed 
of 10 to 30 R.P.M., magnetic brake, automatic timer, 
reversing starter and remote control as optional equip- 
ment. 

This type of barrel is available with conical ends for 
the purpose of adding another dimension to the motion 


Courtesy Henderson Bros. Co. 


Figure 7. Wide Horizontal Barrel. 


Courtesy The Abbott Ball Company 
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Courtesy Rampe Mfg. Co. 


Figure 8. Multiple Barrel and Single Barrel on a Common Drive. 


of the parts and media. The conical end barrel. illus- 
trated in Fig. 5B, is commonly known as a “triple 
action” barrel. 

Variable speed is frequently provided with horizon- 
tal barrels in order to save operating time where higher 
speeds will not damage the work. 

Steel barrels may be lined with rubber, plastic or 
wood. Rubber and plastic linings are preferred for long 
life and, in some cases, for corrosion resistance. Wood 
linings are often preferred because of easy replace- 
ability. 

A belt driven barrel is shown in Fig. 6. The bolted 
construction of the barrel is favorable for replacement 
of the wood lining and the entire barrel may be readily 
disassembled for replacement of other parts if neces- 
sary. The bolted construction is also used for two com- 


partment barrels. 


Wipe HorizontAL BARREL: 


The wide horizontal barrels are among the oldest in 
use and have been subjected to numerous modifica- 
tions for special purposes. With perforated sides and 
immersed in a tank of soap solution, they are the “tub- 
bing barrels” universally employed for ball burnishing 
jewelry and similar small objects, although they have 
also been successful for burnishing silver flatware and 
holloware in large hotels and restaurants. 

Constructed of cast iron, this type of barrel (Fig. 7) 
is especially adaptable for large, heavy work to be cut 
down or wet-ground, since it is extremely rugged and 
wear-resistant (some sold in 1905 are said to be still 
in use!). Bolted construction permits replacing the 
faster wearing side section without the necessity for 
purchasing new ends. In the larger sizes, the wide 
horizontal barrel is made with a full compartment 
width door, thus permitting insertion and removal of 
special fixtures, as in Fig. 9. 

MULTIPLE COMPARTMENT BARREL: 

A number of barrels can be driven from a single 

power source. The multiple unit will save in original 


cost and space. Such a unit is shown in Fig. 8. This 
particular unit drives three 17 inch diameter barrels. 


The left barrel has a volume of 814 gallons and the 
two compartments on the right are 5 gallons each. 
The unit is available with lined or unlined barrels, 
push button starting, pressure safety closures and 12 
to 36 R.P.M. variable drive. 


Accessory Equipment 


A complete barrel finishing department will include 
accessory equipment which may be integrated, or 
separate from the machine. Separating screens are 
usually required. These may be hand or mechanically 
operated. Classifying screens may also be necessary 
where the media is broken down during use. Magnetic 
separation is convenient and sometimes a_ practical 
necessity where magnetic media or parts are tumbled. 
Loading and unloading pans, a hoist, water supply, 
rinse tank, safety guards, and scales may all be a part 
of the complete department. 

An enclosed compartment barrel with separating 
screen tray to catch the work and the media is shown 
in Fig. 10. Unitized equipment of this type is available 
with various compartment capacities. Safety gate, 
screen trays, and chip pans are standard equipment. 

Barrel finishing of precision parts that cannot be 
allowed to tumble on one another can be done with 
fixtures. Deburring of a number of machined parts 
has been done by this means. The parts can be racked 
to hold them separated and the rack allowed to tumble. 
Or a fixture or number of fixtures can be fastened to 
the door, walls or other internal parts of the barrel. 
A fixture used for this type of finishing is shown in 
Fig. 9. When the work is held in a fixture of this type, 
the barrel is reversed after one-half of the processing 
time in order to obtain a uniform finish. 

Barrel finishing is a mass contact operation. As such, 
the working, wearing, peening, abrading, or wiping 
of the surface of the pieces being finished is accom- 
panied by surface action on the media and on the 
barrel itself. Thus, it can be a fairly rugged operation. 
Since the action takes place on all exposed surfaces, 
metal will either be worked or removed over the entire 
part. This is generally desirable, with the exception of 
an operation such as the removal of a heavy burr. If 


Courtesy Almco Div., Queen Stove Works, Inc. 


Fix:u.e for Deburring or Barrel Finishing of Precision 


Figure 9. 
Parts. 


METAL FINISHING, December, 


1956 


give 
~ 
— 


Courtesy Grav-i-Flo Corp. 


Figure 10. Barrel Unit with Separating Tray. 


the action literally wears away such a burr then, of 
course, the rest of the part will be excessively worn. 

The expected amount of work to be done may be 
used as a guide for ordering equipment. Heavy duty 
work, such as peening, breaking of fins and flashing 
from castings, burnishing and polishing with hardened 
balls, may be done in steel barrels. Where the part 
itself may be damaged by contact with a hard sur- 
face, wooden liners are advisable. Rubber and plastic 
linings are resistant to abrasive wear and protect the 
barrel where corrosion is a factor. 

If a barrel is to be selected for multiple purpose use, 
it is well to consider the type of duty expected. An 
oblique barrel is good for light duty service and ready 
inspection of the parts. A horizontal barrel will with- 
stand heavy duty service. In either case, wet finishing 
should be considered because of the success with wet 
methods. 

If a horizontal barrel is to be used for experimen- 
tation, a diameter of 18 inches and variable speed in 
the range of 10 to 40 R.P.M. will give results more 
easily converted to production practice than will a 
smaller barrel. 

The choice of media is important. Whether the 
media be small or large it may readily be fractured 
and pounded to a smaller size. The high priced media 
may be the most economical. On the other hand, the 
hardest or the highest priced media do not necessarily 
guarantee the best results. Possibly a soft or a low 
priced media, frequently discarded or screened out, 
will give the best results in the shortest period of time. 

For specific applications a great many technical 
articles are also available describing the general char- 
acteristics of barrel finishing.’ * 

Manufacturers of equipment, media, and compounds 
maintain laboratories for processing of parts as a basis 
for recommendations. Such manufacturers also have a 
backlog of experience on which to draw. If the problem 
is unusual there are many helping hands that would 
be glad to render aid and advice. 
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BARREL FINISHING COMBINATIONS 
CLASS TYPE MEDIA ACTION COMPOUND 
HARD METAL — STEEL 
Snares | MINERAL — 
BURRING NEUTRAL 
| METAR COLORING 
SHAPES MINERAL — LIMESTONE ACID ET 
HARD NATURAL — FLINT 
RBRASIVE | SYNTHETIC — ALUMINA PX _!DESCALING ALKALINE 
CLEANING ORY 
OFT NATURAL — W 
| SYNTHETIC — WIPING 


Figure 11. 


unlimited, as 


Chart indicating combination of media and compounds 
that may be used for various types of finishing action. The com- 
binations are not necessarily typical, but indicate the use of hard 
and soft media and suggest that other combinations are almost 


indicated in Table No. 1. 


MEASURE 


JMEASURE 
AND LOAD 
MEDIA 


MEASURE ANDO 
ADD COMPOUND 


TO SEWER 
WASTE TREAT 
OR RECYCLE 


WATER 


OUMP SOLUTION 


N 


MEDIA WORK 


| 


STORE ORY 


Figure 12. A typical barrel finishing cycle. 


(Courtesy Speed-D-Burr Corp.) 


Fig. 13. A Horizontal Barrel. 
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Barrel Finishing Variables 


Types of equipment, media, wet and dry tumbling 
offer almost unlimited combinations for finishing pos- 


sibilities. 


BARREL: 
Oblique 
Polygonal — Bottle 
Horizontal 
Center loading — End loading 
Sloping Ends — Compartmental 
Submerged 


BARREL MATERIALS: 
W ood 


Cast iron 
Steel 
Wood lined — Rubber lined — Plastic lined 


CoMPOUND: 


Neutral 
Acid 
Alkaline 


MEDIA: 


Hard Metal 

Steel 
Soft to Hard Metal 

Steel — Bronze — Brass 
Soft Metal 

Zinc 
Hard Inorganic Synthetics 

Alumina — Porcelain — Glass 
Hard Minerals 

Granite — Quartz — Agate — Flint 
Softer Minerals 

Mica — Sea pebbles 
Soft Minerals 

Limestone 
Synthetic Organics 

Wood — Leather — Corn Cobs 
Grit and Fines 


Hard 

Alumina — Emery — Volcanic Ash 
Softer 

Sand — Pumice 
Soft 


Limestone — Rouge 
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BUFFS FOR ALL PURPOSES 
(Concluded from page 61) 


use of this sewing is to keep the buff section together 
while assembling on the lathe. 


CONCENTRIC SEWED: 


Illustrated by the jewelers type buff. Each row is a 
complete circle. Used extensively where the wheel is to 


be used on a tapered spindle. This sewing can also be 
used on larger buffs where several additional rows are 
desired to provide a slight amount of stiffening. This 
type of sewing is usually specified by the number of 
rows desired but can also be identified by the space 
between rows. The maximum thickness practical would 
be slightly less than one inch. 


SPIRAL SEWING: 


Illustrated by full disc sewed buff. On this type of 
sewing, a complete row is made at the outside and then 
the sewing is automatically spiralled at a pre set spac- 
ing all the way to the center of the buff. Most common 
spacings are 14” and %.” apart. If a very stiff buff is 
required, 1” spacing can be used. Other spacings 
available are 14”, 34” and 1”. Because of economy 
and practicability, this is the most common type of 
sewed buff employed. It is used on full dise and piece 
buffs and occasionally on bias sections. The usual 
thickness of the sections is 14”. This type of sewing 
is not generally recommended on sections thicker than 
1”" face. Thinner sections should be built up to the 
desired width. 


SQUARE SEWING: 


Illustrated on buff showing various sewings (Fig. 
12). This type of sewing gives a very uniform density 
even as the buffs wear down, and is quite often used to 
form polishing wheels. The density can be regulated by 
the number of rows per inch. This type is considerably 
more costly than the spiral sewing because of the labor 
involved in the sewing operation. It should be used 
only if spiral sewing does not perform satisfactorily. 


RADIAL SPOKE AND RapIAL Arc: 


Also illustrated on buff showing various sewings 
(Fig. 12). Rows start at the center and run to the 
periphery, either in a straight line or in a wide are. 
Usually used where a fast cut is required, this buff 
cannot be too stiff at periphery. Combinations of are 
and concentric or spiral sewing are sometimes used 
(also illustrated). The sewing is designated by name 
and number of rows (i.e. spoke sewed, 16 rows). This 
is principally a special purpose sewing and should be 
used only if spiral sewing does not perform satisfac- 
torily. 


HAND SEWING: 


A method of sewing very thick buffs, using heavy 
twine and perforating the material with a punch. Be- 
cause of very high labor costs it is used only if abso- 
lutely essential. 

From the buffs illustrated and described in the fore- 
going, a selection can be made to perform almost any 
buffing operation. Since the equipment available veiy 
often governs the selection, specific recommendations 
cannot be made without considering this factor. If 
recommendations are desired, the supplier should be 
furnished with complete information on available 
equipment, item to be buffed, and finish required. Sam- 
ples showing the original condition and final finish 
will help a lot. Full advantage should be taken of the 
services that most reliable manufacturers are glad to 
render. 
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Finishing Pointers 


Measuring Additions to a Bath 


ONSISTENT results with a plating bath or a proc- 

essing bath are dependent on frequent additions. 
The characteristics of a bath will gradually change due 
to build-up of impurities, such as carbonate in a cyan- 
ide bath. This is a natural change that can be corrected 
if necessary, but it is a slow change that does not 
cause a great difference in the bath from day to day. 
Sudden changes in the bath can take place due to 
large dilutions or large additions to the bath. Such 
sudden changes have caused both loss of control and 
loss of quality. These troubles can be avoided by fre- 
quent small additions. 

Additions to a plating bath should be made often 
enough to assure that the bath will remain within the 
prescribed limits. The bath may be allowed to change 
until the concentration drops to the low limit and then 
corrected by adding enough chemicals to bring it to 
the high limit. The limits were originally set to toler- 
ate this change. However, if there are any errors in 
analyses, additions, or solution level, this practice may 
result in exceeding the limits. Small errors will not, 
of course, be serious, but it is better practice to operate 
within the limits. If small additions are made bath 
changes will be minimized and errors will be of less 
account. 

A schedule for additions is set from the known rate 
of change of a bath. Assume that, for a high pH Watts 
nickel bath, the limits for nickel sulfate are 24 to 32 
oz./gal. and the rate of loss of nickel sulfate is 6 
oz./gal. every two weeks. Set the limits at 25 to 31 to 
allow for errors and make additions at the rate of 3 
oz./gal. per week. Analyze the bath for nickel every 
two weeks and make every other weekly addition with- 


out an analysis. There are a 
number of advantages to a 
schedule of this type. Addi- 
tions are made as a weekly 
practice, large bath changes 
are avoided, and it is not 
necessary to run an analysis 
for every addition. The small 
additions and the narrower 


limits allow for deviations 


from the estimated concen- 


tration due to errors. 
Since small errors are allowable, it will be conve- 
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nient to make additions to a bath on a volume basis. 
If the above nickel bath is a 400 gallon tank then 25 
pounds will be required for one oz. gal. Weigh 25 
pounds of nickel sulfate into a sufficiently large bucket. 
level off and place a mark on the inside of the bucket. 
Now one oz./gal. equals one bucket filled to the mark. 
All the plater does is add 3 such additions once each 
week. In some plants these additions are made at the 
end of the week so that the bath can be stirred and 
allowed to set over the week-end. After the chemicals 
are in solution and well stirred. a sample can be taken 
for analysis. From the analysis the bath is occasionally 
adjusted and the rate of additions is modified if neces- 
sary. 

Where smaller additions are made, such as addition 
agents, it is convenient to make a special container 
that can be filled level full. Assume that an addition 
agent is added in quantities of 0.1 0z./gal. to the nickel 
bath. This would require 2.5 pounds. Weigh 2.5 pounds 
into a container and from the level calculate the vol- 
ume. Make a container that will hold this volume level 
full. A container, as shown in the sketch, a dipper or 
other shape may be used. 

Many plating baths, cleaners and other processing 
baths have been controlled by this method. One dis- 
tinct advantage is that responsibility is placed for 
regular additions. The use of a calibrated container 
simplifies the procedure and eliminates the weighing 
step. If it is carefully done, the error in the addition 
should not be over 10 percent and an error of this 
magnitude is acceptable for small additions. 


SURFACE TREATMENT AND FINISHING 
(Concluded from page 64) 


whether this process has much commercial significance. 
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Science 
for 
Electroplaters 


19. Polarization — I. 


By L. Serota 


processes such as 
electroplating and_ electrocleaning 
deal with ihe passage of current 
through solutions (electrolytes). The 
effect of the impressed e.m.f. upon the 
changes occurring at the electrodes, 
and upon the flow of current, is typi- 
fied by the action taking place in a 
dilute sulfuric acid solution contain- 
ing smooth platinum electrodes. If the 
e.m.f. of the battery for this electro- 
lysis is less than 1.7 volts, a momen- 
tary current flow that may be indicated 
by a galvanometer (sensitive am- 
meter) will soon decrease and virtual- 
ly drop to zero. If the battery is now 
removed and a wire used to complete 
the circuit, the ammeter, it will be ob- 
served, will deflect in the opposite di- 
rection, indicating a current flow coun- 
ter to that of the electrolyzing solution. 
This effect, which continues for a 
while after the battery has been re- 
moved, is due to the fact that some of 
the gases formed (hydrogen at the 
cathode and oxygen at the anode) are 
not released at the respective electrodes 
but, instead, are adsorbed by the elec- 
trodes. The platinum electrodes, there- 
fore, act as gas electrodes and ac- 
quire a potential which, together with 
the electrolyte (sulfuric acid), form a 
voltaic cell possessing a certain elec- 
motive force  (e.m.f.) which op- 
poses that of the battery. This coun- 
ter (back) e.m.f. is the polarization 
electromotive force, and the electrodes 
are said to be polarized. 


Glasstone defines polarization as 
. any departure of an electrode 
from equilibrium conditions no matter 
what the cause.” Kronsbein considers 
polarization as due to any “deviation 
of current distribution from the pri- | 
mary current distribution.” The polar- | 
ization e.m.f. is equal and opposite to 
the applied voltage, if measured at 
the moment when the battery is taken 
out of the circuit for this electrolysis, 
will be found to be about 1.7 volts. 
This is evidently the minimum voltage 
or e.m.f. necessary to discharge hydro- 
gen on the cathode and oxygen on the 
anode from sulfuric acid on smooth 
platinum electrodes. If, during a plat- 
ing operation, the anode polarization 
is high, the anode does not dissolve 
readily and it is considered to be pas- 
sive. Such condition will arise with 
pure nickel anodes if the plating solu- 
tion contains little or no chloride, or in 
a copper or silver cyanide bath that 
is low in free cyanide. Another in- 
stance of polarization is the formation 
of lead peroxide on the lead anodes 
is a chromic acid bath. Here polar- 
ization is helpful, since the lead perox- 
ide oxidizes the trivalent chromium to 
chromic acid (hexavalent chromium). 


Concentration Polarization 


Polarization will also occur when 
changes in concentration result during 
electrolysis in the region of the elec- 
trodes. With a cell consisting of copper 
electrodes as anode and cathode in a 
copper sulfate solution, as electrolysis 
proceeds the positively charged copper 
ions in the solution next to the cathode 
will be neutralized and deposited, re- 
sulting in a decrease in the concentra- 
tion of copper ions and copper sulfate 
in that area. At the anode, copper is 
dissolved; hence the concentration of 
copper ions and copper sulfate in the 
vicinity of this electrode is increased. 
The potential of the anode becomes 
more positive (noble) and the cathode 
more negative. The result is a copper 


sulfate concentration cell which will 
produce an e.m.f. counter to that of 
the electrolytic current. Such change 
in potential is known as concentration 
polarization. 

To equalize such differences in con- 
centration the copper ions may be 
transported to the cathode area (also 
called cathode film) from the main 
portion of the plating solution, by the 
current or by diffusion. A small part 
of the ions deposited on the cathode 
is carried by the current. The hydro- 
gen ions from the acid usually present. 
because they move at a faster rate, will 
account for most of the current to the 
cathode. Replacement, therefore, of the 
copper ions that are removed at the 
cathode depends principally on dif- 
fusion. A decrease in polarization may 
be attained by stirring, by increasing 
the concentration or by increasing the 
bath temperature. It is also attained 
by the chloride ion or hydrogen perox- 
ide in nickel solutions, free cyanide 
in a copper or silver cyanide bath, 
rochelle salts in copper solutions, or 
caustic soda in tin solutions. The term 
depolarization refers to this function. 


Decomposition Voltage 


Although the normal electrode po- 
tential of oxygen is given as 1.23 volts 
with respect to the normal hydrogen 
electrode, an external electromotive 
force of 1.7 volts is required in the 
electrolysis of sulfuric acid to liberate 
hydrogen on the cathode and oxygen 
on the anode. The additional e.m.f. 
(1.70 - 1.23) is that required to over- 
come the back e.m.f. Allowance must 
be made for the IR or voltage drop 
through the resistance of the solution, 
which is usually small. A measurable 
current or electrolysis will not result, 
therefore, unless the applied e.m.f. is 
greater, (as in this example 1.7 volts) 
than the back e.m.f. This voltage is 
known as the decomposition voltage 
and is defined as the lowest external 
electromotive force that must be ap- 
plied so that a separation of cations 


TABLE 1 


Decomposition Voltages of Acids and Bases in Aqueous Solutions 


Acid Volts 
HsPO, 1.70 
HNO; 1.69 
H.SO, 1.67 
CCl,COOH 1.66 

1.65 
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N(CH;) ,;OH 1.74 
NH,OH 1.74 
NaOH 1.69 
NH. (C2H;) OH 1.62 
1.67 


KOH 
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and anions at the electrodes will permit 
a continuous flow of current through 
the solution. 


Similarly, smooth platinum elec- 
trodes in a molar solution of copper 
sulfate in molar sulfuric acid will ex- 
hibit the phenomenon of polarization 
if the e.m.f. applied from a battery is 
less than 1.355 volts. Here, too, a 
momentary current flow will decrease 
rapidly and drop nearly to zero, and a 
reverse current flow will result if the 
battery is disconnected and a wire used 
between the electrodes to complete ihe 
circuit. During the passage of cur- 
rent (electrolysis) the copper ions 
(Cu’ *) are deposited as metallic cop- 
per on the cathode: 2Cu* + + 4e — 
2 Cu° (reduction). At the anode, hy- 
droxyl ions lose electrons, forming 
water and oxygen: 40H~ — Og + 
2H.O + 4e (oxidation). The effect of 
these changes is a decrease in copper 
ion concentration in the cathode film, 
thereby lowering the potential of the 
copper ion — copper system; a de- 
crease in the hydroxyl ion concentra- 
tion; and greater concentration of 
oxygen on the anode, so that the po- 
tential of hydroxyl ion — oxygen sys- 
tem is raised. The potential at the 
cathode is —0.345 volt and at the 
anode 1.70 volts. The counter e.m.f. 
or net cell reaction is equal to the 
difference between these two poten- 
tials: + 1.70 — (+ 0.345) = 1.70 — 
0.345 = 1.355 volts. For electrolysis 
to proceed in this solution, the applied 
e.m.f. must exceed 1.355 volts. 


Fig. 86 is a schematic representa- 
tion of the theoretical decomposition 
voltage. The heavy line marked N. H. 
E. represents the potential of the nor- 
mal hydrogen electrode, which is arbi- 
trarily chosen as 0.00 volt. The dis- 
tance ab represents the potential of 
the cupric ion-copper half cell, + 
0.345 volt. Distance cd the potential 
of the hydroxyl ion-oxygen half cell, 
+ 1.70 volts. The difference, 1.355 


volts, is the decomposition voltage. 


c 
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Fig. 86 
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If, on the basis of experimental de- 
terminations, current is plotted against 
applied voltage, a gradual increase in 
the electromotive force will show prac- 
tically no current getting through the 
solution until the decomposition voltage 
value is reached. This is known as the 
diffusion current. No reaction product 
appears at the cathode in this range. 
It is, therefore, below the plating range. 
At the decomposition voltage stage, a 
rapid increase in current, indicated on 
the ammeter, will result without much 
further increase in voltage. This is the 
normal plating range. The point on the 
applied e.m.f. voltage axis at which 
the curve rises sharply corresponds to 
the decomposition voltage of the elec- 
trolyte in the cell, Fig. 87. Anode 
polarization and decomposition poten- 
tial for a copper anode in a copper 
cyanide bath may be indicated dia- 
grammatically as in Fig. 88. Point E 
is the equilibrium potential (zero cur- 
rent density). Point D is the decom- 
position potential, which represents 
the point on the curve when copper be- 
gins to dissolve at 100 per cent eff- 
ciency. Excessive polarization begins 
at Point P, and films begin to form on 
the copper anode. Here, it will be ob- 
served, a rapid increase in potential 
occurs. This represents the limiting or 
maximum rate at which the ion can 
be discharged and is known as the 
limiting current density. When the cur- 
rent density requires a voltage cor- 
responding to point O, oxygen is liber- 
ated exclusively. At this point and 
above it on the curve the anode ef- 
ficiency is zero. 


This method was effective in demon- 
strating that different solutions (aque- 
ous) of acids and bases will show a 
constant decomposition voltage with 
the passage of current through any of 
the electrolytes. It is close to 1.7 volts 
with smooth platinum electrodes. The 
results indicate that the same electro- 
lytic process occurred in each case. 
Since water is common to all solutions, 
Le Blane concluded that decomposition 
of water accounts for the discharge of 
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hydrogen ions at ihe cathode and the 
discharge of hydroxyl ions at the 
anode with the liberation of oxygen. 
The decomposition voltages of some 
acids and bases in Table | are those 
given by Glasstone. The decomposition 
voltage of a normal solution of hydro- 
chloric acid, however, is 1.31 volts in- 
stead of the 1.7 volts for the acids. Also 
in this electrolysis chlorine is liberated 
at the anode instead of oxygen. The 
chlorine ion, apparently, will be dis- 
charged more readily than ihe hy- 
droxyl ion. Since the value 1.31 volts 
corresponds closely to the theoretical 
value for the chloride ion half-cell, 
polarization evidently is small in the 
discharge of this ion on smooth plati- 
num electrodes. Decomposition of the 
hydrochloric acid instead of water will 
therefore occur during this electrolytic 
process. If the electrolysis is contin- 
ued the decomposition voltage will rise 
to about 1.7 volts, water will be elee- 
trelyzed, and the gas liberated at ithe 
anode will be, in large amounts, oxy- 
gen. This is a striking indication of 
the effect of polarization for, in the 
electrolysis of the other acids, the dis- 
charge of the hydroxyl ion and the 
liberation of oxygen took place at the 
anode. If polarization did not occur, 
the hydroxyl ion, with a theoretical 
discharge voltage of 1.2 volts. would 
be discharged before the chloride ion, 
which has a discharge potential of 
1.31 volts. 


Overvoltage 


The decomposition voltage of an 
aqueous solution of an acid or base. 
which was shown to be 1.7 volts when 
smooth platinum electrodes were used, 
will exhibit different values with other 
metallic electrodes. For example, a 
higher voltage must be applied to de- 
compose a solution of sulfuric acid 
when a platinum anode and a copper 
cathode are used instead of two plati- 


NORMAL EXCESSIVE 
RANGE POLARIZATION 


ANODE CURRENT DENSITY 


Fig. 88 Anode Polarization 
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TABLE 2 

Electrode Overvoltage 
Platinum (platinized ) 0.005 
Platinum (polished ) 0.09 
Silver 0.15 
Nickel 0.21 
Copper 0.23 
Tin 0.53 
Lead 0.64. 
Zine 0.70 
Mercury 0.78 


num electrodes. A platinum electrode 
is used for the anode because it will 
not interfere (react) with the solution. 

The excess voltage or difference be- 
tween the reversible gas electrode po- 
tential at which the evolution of the 
gas begins in the electrolysis is called 
overvoltage. The higher reading, ac- 
cording to A. L. Ferguson, is made up 
of the sum of the equilibrium poten- 
tials of the electrodes, polarization at 
both electrodes and the IR drop 
through the. solution and circuit. This 
value (potential E) may be represented 
by Ohm’s Law as E= E, + IR + E,, 
where E, is the theoretical decomposi- 
tion voltage, IR is the voltage drop 
through the solution (resistance R), 
and FE, is the overvoltage. The cathode 
overvoltages for different metals when 
used as electrodes for the electrolysis 
of normal sulfuric acid, according to 
Findlay, are those given in Table 2. 
Similar values for the oxygen (anodic) 
overvoltage are known. Such values 
may vary because of difficulties encoun- 
tered in reproducing precise results. 
The cathodic overvoltage for hydrogen 


on a platinized platinum electrode is 
also recorded as 0.00 volt. 

This phenomenon of overvoltage, 
though known previously, was first 
studied in 1899 in a systematic manner 
by Caspari, who introduced the term 
overvoltage. The original term used 
was “iberspanning,” which was trans- 
lated as overpotential or overvoltage. 

In addition to the changes in over- 
voltages for different electrodes, A. L. 
Ferguson listed various factors relat- 
ing to overvoltage that are encoun- 
tered in plating operations. An_ in- 
crease in current density; time; the 
presence of colloidal addition agents; 
formation of film on the electrodes; de- 
crease in metal ion concentration; or 
the formation of complex ions — any 
of these factors will result in an in- 
creased voltage. A decrease in over- 
voltage occurs with an increase in 
temperature: rough electrode surface; 
agitation; greater metal ion concen- 
tration: superimposing an alternating 
current; or the presence of depolariz- 
ing agents (free cyanide in a silver 
cyanide bath). 

Formation of new products at ihe 
electrode resulting from electrolytic 
action, introduces another type of 
polarization or overvoltage. The po- 
tential developed by such products op- 
poses the applied bath potential as, 
for instance, the formation of hydro- 
gen at the cathode and oxygen at the 
anode or film formation on the anode, 
such as silver cyanide. Fine grain de- 
posits are also associated with over- 
voltage. 

The nature of the deposit when the 


TABLE 3 
Catuopic OVERVOLTAGE FOR HypROGEN IN Acip SoLuTIon (Vouts) aT 25° 
Current Density (Amp./cm.?) 
Nature of Cathode 

0.0001} 0.001 | 0.002 | 0.005 | 0.010 | 0.050 
Platinized platinum........ 0.0034) 0.0154) 0.0208) 0.0272} 0.0300) 0.0376 
Smooth platinum.......... .... | 0.024 | 0.034 | 0.051 | 0.068 | 0.186 
ne er een 0.122 | 0.241 | .... | 0.332 | 0.390 | 0.507 
wane 0.351 | 0.479 | .... | 0.548 | 0.584 | 0.68* 
0.298 | 0.475 | 0.579 | 0.692 | 0.762 | 0.830 
ee reer rere 0.399 | 0.856 | 0.947 | 1.026 | 1.077 | 1.185 
« 0.218 | 0.404 | 0.447 | 0.502 | 0.557 | 0.700 
.... | 0.716 | 0.726 | 0.726 | 0.746 | 0.926 
«xk vakeiawewexaee 0.780 | .... | 0.980 | 1.05 | 1.15 
 ccccchevienenndans 0.563 | 0.633 | 0.705 | 0.747 | 0.890 
5 ..- | 1.060 | 1.090 | 1.168 
0.651 | 0.981 | 1.086 | 1.134 | 1.211 


* Interpolated value. 
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Fig. 89. Oxygen Overvoltages in Alkaline 
Solution at 25° 


ion is discharged at the electrode is 
another factor relating to overvoltage. 
For a metal the overvoltage is rela- 
tively small. If a gas is discharged, 
however, the overvoltage is quite high. 
Higher temperatures decrease over- 
voltage by reducing the difference in 
concentration at the electrode because 
of the convection currents produced 
in the solution and the greater or in- 
creased mobility (speed) of the ions. 
This is, in effect, a stirring mechanism. 

Colloidal matter, by increasing the 
viscosity of the solution, increases the 
difference in concentration at the elec- 
trode film, establishing a back poten- 
tial or polarization, thereby increasing 
the resistance of this area. A more 
uniform distribution of current on all 
points of the cathode is thus attained, 
permitting metal to be plated in a de- 
pression or recessed area as well as 
on the surface. The same results may 
be accomplished by lowering the tem- 
perature or increasing the distance be- 
tween the electrodes or the density of 
the current. The net effect is higher 
polarization for the shorter current 
path; hence, more current is forced 
through the longer path. Superimposed 
a-c on the d-c electrodes reduces polar- 
ization at anode and cathode as well 
as electrochemical passivity, thus act- 
ing as a depolarizer. 

Increase in overvoltage is quite 
densities from 
0.00005 amp./cm.* up to 0.01 amp./ 
cm.*. For current densities beyond this 
range, the increase in overvoltage will 
not continue at such rapid rate. The 
variation in the cathodic overvoltage 
of hydrogen from dilute sulfuric acid 
solutions (up to 1 molar) for different 
metal cathodes at various current densi- 
ties is given in Table 3. The values 
are shown graphically in Fig. 89. The 
graph also indicates the less rapid 
rate of overvoltage increase when cur- 
rent densities exceed 0.01 amp./cm.’. 


rapid for current 
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ELECTROPLATING CLEANING 


SHOP PROBLEMS 


ABRASIVE METHODS SURFACE TREATMENTS CONTROL 
PICKLING 


TESTING 


METAL FINISHING publishes, each month, a portion of the inquiries answered as a 


service to subscribers. If any reader disagrees with the answers or knows of better or more 
information on the problem discussed, the information will be gratefully received and the 


sender's name will be kept confidential, if desired. 


Plating on Aluminum-Bronze 


Question: We have encountered con- 
siderable difficulty in silver plating a 
particular aluminum-bronze part of an 
aircraft engine. The part is composed 
of copper, aluminum, iron and tin in 
unknown proportions. 

We would appreciate your advice 
as to whether good adhesion can be 
expected when electroplating over such 
an alloy. Please advise further as to 
recommended surface preparation, 
striking and plating procedures for 
silver plating this type metal. We have 
nickel, nickel chloride, muriatic acid, 
cyanide copper and cyanide silver 
strike baths in our shop. 

F. M. M. 

Answer: It is very difficult to obtain 
good adhesion of deposits on alumi- 
num bronze because of the presence of 
aluminum oxide. If the alloy has less 
than about 7% aluminum, pickling in 
warm sulfuric acid solution is sug- 
gested. If over 7'7, a subsequent me- 
chanical treatment such as_ scratch 
brushing is needed to remove the ox- 
ides present. 

After pickling, the use of the nickel 
chloride-muriatic acid strike is gen- 
erally recommended prior to silver 
plating. 


Conducting Plastics 


Questions Will you please forward 
information on the conductive plastic 
mentioned on page 363 of the 1955 
edition of the METAL FINISHING GUIDE- 
BOOK, 

H. L. 
A castable resin cement 
which conducts current and is claimed 
to be readily plated is offered by the 
Atlas Mineral Products Co. of Mertz- 
town, Pa. They call their material 
~Conductoplast.” 


Answer: 


METAL FINISHING, 


December. 


Plating Spectacle Frames 


Question: | have a problem which 
would appreciate some help with. 
It involves the plating of bright nickel 
on spectacle frames of nickel silver 
(18%) which have been silver 
soldered by some method of induction 
heating. The heat leaves an oxide 
film which is easily removed by 
bright dipping. but I haven’t as yet 
found a bright dip for the nickel silver 
which doesn’t deaden the excess silver 
solder at the joints. 

I have used a dip containing nitric, 
phosphoric and acetic acids which 
does a wonderful job on the nickel 
silver, but it deadens the silver solder 
to such an extent that the spots show 
through unless an excessive amount of 
plating is applied. As you know, 
nickel and its alloys are rather diffi- 
cult to get good adhesion to unless 
some method of activation is 
directly before plating. 


used 


I will appreciate any suggestions 
you can offer either in plating tech- 
nique or a more suitable method of 
joining the frames together. 

B.C, 

Answer: Good results have been ob- 
tained on spectacie frames by a quick 
dip in the usual nitric-sulfuric bright 
dip, followed by a copper strike, prior 
to bright nickel plating. The copper 
strike not only covers the hard solder 
but ensures adhesion of the nickel de- 
posit to the nickel-silver base. 


Buffing Compound Removal 


Question: In common with most 
other class ‘ring manufacturers. after 
tripoli and also after rouge our rings 
are boiled. out in soap, water and am- 
monia and then steamed. This may 
take from five to fifteen minutes and 
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does not always loosen the dirt in the 
crevices. 

lt is our understanding that some 
manufacturers have at one time, or do 
now. remove the polishing compounds 
by immersing in either cold or hot 
solvents. would 
very much appreciate it if you will 
advise the name of the solvent used, 
whether 


If this is correct we 


used hot or cold, and any 
other suggestions that you may have 
along these lines. Since many of our 
rings are either stone set and /or vitre- 
ous enameled, we trust that the recom- 
mendations that you may offer will not 
affect these materials. 

The other day an ultrasonic clean- 
ing device using detergents, ammonia, 
water, etc. was demonstrated to us 
which was not much more successful 
than our normal boiling out process. 
However, when this was used with a 
solvent, the compounds were removed 
in under thirty seconds. 


~ 


$. 3.3. 


emulsions have 
been fairly successful for removal of 
packed buffing compound, if agitation 
is employed. These emulsions are ob- 


Answer: Solvent 


tainable from most manufacturers of 
cleaners and can be used at room tem- 
perature. However, results are 
obtained by the use of organic sol- 
vents with ultrasonics. These units are 
offered by all the large manufacturers 
of solvent degreasers. 


best 


Pitting of Anodized Aluminum 

Question: This firm is engaged in 
the manufacture of an electronic com- 
ponent called a Precision Potentio- 
meter. This unit requires a main part 
made of 17ST or 24ST aluminum rod 
approximately 114” in diameter. We 
are presently encountering a_ great 
deal of difficulty in black anodizing 
this part by the sulphuric acid process. 

Immediately after anodizing the 
machined part, the surfaces appear to 
have random minute blemishes which 
have the appearance of black pits. 
These bases are then washed and ex- 
amined critically under a microscope. 
The above pits, under magnification, 
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have a black center surrounded by a 
white area, which in turn is surround- 
ed by a larger greyish area. Ironically 
enough, other parts in the same ano- 
dized lot show no evidence of pitting, 
nor does the pitting occur in parts that 
have been clear anodized and not dyed 
black. Our electroplater, who does the 
anodizing on these parts, asserts that 
pitting is due to inclusions in the 
alum‘num or from tools used to ma- 
chine the part. 
N.N. 

Answer: Pit marks will be much 
more vi ible on black dyed anodized 
aluminum than on clear anodized 
films, sin-e the sulfuric acid trapped 
in the pores causes salt formation on 
the surface, which stands out against 
the black. 

The alloys employed contain 4% 
and 414‘, copper respectively. Segre- 
gation of this copper may be a cause 
of pitting because of preferential at- 
tack during anodizing. The pitting 
may also be due to overcleaning or 
acid dipping. Unfortunately, it is difh- 
cult to determine which is the cause 
without a metallographic examination 
of the aluminum to determine the 
presence or absence of segregation. 


Pitting in Dull Nickel Bath 


Question: You helped me once and 
maybe you can do it again. In my 
room temperature dull nickel solution 
I’m experiencing pits on the high cur- 
rent areas most of the time, but I do 
get it on different parts of the object. 
However, more likely it happens on 
the high current areas like the end of 
gun barrels and the points of the 
frame. As I understand it, the solu- 
tion has enough anti-pit ammonium 
chloride and I’m pretty sure _ boric 
acid. | know the salt concentration is 
a little high, but it never gave me that 
trouble. I notice that seconds or may- 
be 2 or 3 minutes from the time I 
put anything in to plate, something 
like oxygen bubbles hang to the metal 
and sometimes are hard to shake loose 
by agitation. Most of the pitting is 
caused at the place of the object that 
faces to the bottom of the tank. 

D.R. 


Answer: We would suggest that you 
have your nickel plating solution ana- 
lyzed, as it may be out of balance. 
After analyzing and adjusting the bath, 
if pitting still persists, it can usually 
be eliminated by addition of about 4 
fluid oz. of 100 volume hydrogen per- 
oxide to each 100 gallons of solution. 
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Heavy Iron Deposits 


Question: We have been experimen- 
tally electroplating iron from the 
double sulfate bath and have been en- 
countering excessive roughness and pit- 
ting of the deposit. These two condi- 
tions, of course, do not occur simul- 
taneously. When a new bath is made, 
we encounter pitting, whereas after 
plating for some time the roughness 
appears. The treeing is lessened by the 
use of anode bags. but not eliminated. 
We would like to know if this is a 
problem in electroforming and _resiz- 
ing, how it is eliminated, and whether 
a smooth deposit of 1” thickness can 
be obtained, 

From the literature, it states that 


pitting can be overcome by the use of 
a suitable wetting agent such as Gardi- 


nol WA. Can this be obtained from 
most plating supply houses? 
C. R. 
Answer: The double sulfate iron 
bath is generally employed for thin 
deposits. The ferrous chloride bath can 
be used for heavy deposits although 
we doubt if deposits can be obtained 
of 1%” thickness, which will still be 
smooth even with constant filtration. 
The usual practice is to remove the 
parts after about 50 or 60 mils have 
been deposited and smoothen the sur- 
face by filing, polishing, etc. This is 
repeated until the required thickness 
has been obtained. Roughness is a 
characteristic of heavy deposits and is 
minimized by bagging the anodes and 
filtering. Agitation is also desirable. 
Gardinol wetting agents are pro- 
duced by Proctor & Gamble. 
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SCIENTIFIC CONTROL 
LABORATORIES 


Finishing Consultants—Registered Engineers 
Salt Spray—Thickness Testing—Analyses 
PLANNING—RESEARCH—DEVELOPMENT 
HAymarket 1-2260 
600 BLUE ISLAND AVE., CHICAGO 7, ILL. 


THE ANACHEM LABORATORIES 
TESTING ANALYSES ENGINEERING 
_For Metal Finishers 
Plating solution analyses and control. Testing 
of deposit-thickness, composition porosity, 
tensile strength. Salt Spray tests. 
AIR FORCE CERTIFICATION TESTS 
1724 West 58th St., Los Angeles 62, Calif. 
AXminster 4-1262 


ERNEST J. HINTERLEITNER 
5340 RIMPAU BOULEVARD 
LOS ANGELES 43, CALIFORNIA 
AXminster 4-1531 


Research - Engineering - Consulting 
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PLATERS 


TECHNICAL SERVICE. Inc 


ELECTROPLATING AND 
CHEMICAL ENGINEERS } 


Solution, Metal and Selt analysis 
Plant Design and Engineering 
Plant layout and construction 
industrial waste and water supply 


we 59 East 4 St., New York 8 
ALgonquin 4-7940 
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ELECTRO-PLATING PROBLEMS: 


Research staff G laboratory to assist in solv- 
ing electro-plating problems. Elect your type 
of program, either fee and/or bonus basis. 


GRASS LAKE PLATERS, INC. 
936 N. Telegraph Rd. — LO 5-7800 
Dearborn, Mich. 


HENRY LEVINE & SON, Inc. 


Metal Finishing Consultants 
Analysis of all electroplating solutions 
Engineering of finishing installations 
Air Force Certification Tests 
Salt Spray Thickness and Adhesion Tests 
153 East 26th St., New York, N. Y. 
MUrray Hill 5-9427 


PROPHON ENGINEERING CO. 


Polishing & Buffing Consultants 
Originators of the 
PROPHON BUFFING METHOD 
Office: Laboratory: 
545 Fifth Ave. 561 Bond St. 
New York, N. Y. Elizabeth, N. J. 
MUrray Hill 7-686 ELizabeth 2-4409 


G. B. HOGABOOM JR. & CO. 


Consulting Chemical Engineers 


Metal Finishing — Electrodeposition — Solu- 
tion analyses. AIR FORCE CERTIFICATION 
TESTS — Salt spray, thickness of deposits, 
adhesion. 
44 East Kinney St. 

MArket 3-0055 


Newark 2, N. J. 


CROBAUGH LABORATORIES 
TESTING - RESEARCH - ENGINEERING 
Chemical - Metallurgical - X-Ray 
- Organic 
Metal Finishing Problems 
Air Force Certification Tests 
THE FRANK L. CROBAUGH CO. 
3800 Perkins Cleveland 14, Ohio 


GRAHAM, CROWLEY & ASSOCIATES, INC. 
CONSULTING - ENGINEERING - RESEARCH 


Electroplating and Metal Processing 
Waste Treatment and Production Problems 
SURVEYS - DESIGNS - SPECIFICATIONS 
475 York Rd. Jenkintown, Pa. 


Also: Chicago - Kalamazoo - New York 
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Wet Abrasive Dispenser 


U.S. Patent 2,742,738. Apr. 24, 1956. 
G. L. Hall. 


A wet abrasive dispenser comprising 
a tank provided with a bottom and a 
top, a filling pipe extending an appre- 
ciable distance into said tank through 
which abrasive material is introduced 
into said tank, said filling pipe being 
provided with means for closing said 
pipe after said abrasive material is in- 
troduced into said tank, the end of 
said pipe within said tank normally 
limiting the level of said abrasive in- 
troduced through said pipe into said 
tank, a fluid inlet pipe entering said 
tank and through which fluid is passed 
into said tank under pressure to agitate 
said abrasive material and discharge 
same from said tank, said inlet pipe 
terminating with one end in the form 
of an orifice adjacent said bottom of 
said tank, a control valve connected to 
said inlet pipe for controlling the 
amount of said vehicle introduced into 
said tank through said inlet pipe, a 
fluid supply line connected to said con- 
trol valve through which same passes, 
a wet abrasive dispensing pipe termina- 
ting inside said tank so that as said 
fluid agitates said abrasive material a 
mixture of said abrasive material and 
said fluid will pass out of said tank 
through said wet abrasive dispensing 
pipe, and nozzle means connected to 
said abrasive dispensing pipe for dis- 
pensing such mixture. 


Electroformed Wave Guide 


U.S. Patent 2,742,930. Apr. 24, 1956. 
W. B. Stoddard, Jr., assignor to The 
Champion Paper and Fiber Co. 


A slender seamless tubular metallic 
wave guide having metallic walls char- 
acterized by a microstructure charac- 
teristic of metal electrolytically de- 
posited outward from the interior sur- 
face of the tubular structure and, in- 
tegral therewith, a smooth surfaced 
seamless silver lining of thickness 


which is nowhere less than 0.0002 inch. 


Patents 
RECENTLY GRANTED PATENTS 
IN THE METAL FINISHING FIELD 
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Phosphate Metal Coatings 


U. S. Patent 2,743,204. Apr. 24. 1956. 
W.S. Russell, assignor to Parker Rust 


Proof Co. 


A solution for producing phosphate 
coatings on metallic surfaces consist- 
ing essentially of a phosphate of a 
metal selected from the group consist- 
ing of iron, zinc and manganese, and 
an acetic amino acid, said solution hav- 
ing a pH in the range of about 1.9 and 
3.5. 


Phosphate Conversion Coating 


U.S. Patent 2,743,205. April 24, 1956. 
J. W. Condon, assignor to Westing- 
house Electric Corp. 


An aqueous solution for treating 
metal surfaces in order to render them 
more active in the subsequent forma- 
tion of phosphate coatings thereon, 
comprising as its essential components, 
from 0.001% to 0.6% by weight of 
lithium present as a compound thereof 
and at least 0.004% by weight of PO, 
present as an alkali orthophosphate, 
there being present from | to 125 parts 
of lithium for each 50 parts by weight 
of PO,, the lithium compound and 
alkali orthophosphate having been 
previously dissolved in water and 
evaporated to dryness. 


Anodizing Aluminum 


U. S. Patent 2,743,221. April 24, 1956. 
P. L. Sanford 


A process of coating aluminum and 
aluminum alloy articles with a hard 
and tough coating of oxide of alu- 
minum which comprises passing an 
electric current through an electrolytic 
cell with said article forming the 
anode, and containing an electrolyte 
consisting essentially of an aqueous 
solution of an electro-anodizing acid 
and an acidic extract of a substance 
chosen from the group consisting of 
low grade coal, lignite and peat, said 
extract being obtained by cooking a 
mixture of said substance with water 
at a temperature of from about the 
boiling point of said mixture at at- 
mospheric pressure to about 350° F. 
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Internal Anode 


U.S. Patent 2,743,229. April 24, 1956. 

R. H. Hill and A. P. Knapp, said Hill 

assignor to the United States of 
America 


An anode for plating a uniform layer 
of metal on the bore surface of a 
tubular article comprising an upper 
portion having a copper core, a lower 
portion having a stiff core of material 
less conductive than copper, an annular 
copper portion encircling said stiff core 
in electrical connection with said 
copper core, said stiff core projecting 
beyond the lower end of said annular 
copper portion, and a protective lead 
casing about said copper core, said 
annular copper portion, and said pro- 
jecting end portion of said stiff core. 


Abrasive Bands 


U. S. Patent 2,743,559. May 1, 1956. 
A. L. Ball and S.'E. Lull, assignors to 
Bay State Abrasive Products Co. 


An endless, flexible abrasive band 
comprising an endless base and a 
spirally wound abrasive strip adhesive- 
ly secured to said base, said strip hav- 
ing thereon a plurality of abrasive 


blocks. 


Gas Plating 


U. S. Patent 2,743,700. May 1, 1956. 
H. A. Toulmin, Jr., assignor to The 
Commonwealth Engineering Co. of 


Ohio. 


In continuous casting and gaseous 
metal plating apparatus for melting 
and continuously casting molten metal 
by flowing said metal into a mold and 
continuously withdrawing the hot metal 
as a solidified continuous length cast- 
ing, the combination with means for 
holding and pouring molten metal in- 
cluding an open-end vertically disposed 
fluid cooled mold, of a gaseous metal 
plating chamber having passageways 
therethrough for the passage of hot 
solidified metal as withdrawn from said 
mold, said chamber being arranged to 
fit closely about said hot solidified 
metal casting, and conduit means com- 
municating with said chamber for 
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FOR LOW COST FILTERING 
OF PLATING SOLUTIONS 
AND CARBON TREATMENT 
WITHOUT SHUT DOWN 


HERE’S HOW 


PARKLER 


HORIZONTAL: 
PLATE 


B. 
f 


- 


Sparkler Plating Filter 
Model 18-D-6 Alliron 
600 G.P.H. Portable 


On a horizontal filter plate it is possible to apply a thin pre-coat 
with about one-third the filter aid, and in one-third the time 
required for pre-coating a non rigid media or a surface in a 
vertical position. This saves time and filter aid. 


Where several tanks are to be filtered, the Sparkler filter can be 
shut down after filtering the first tank and moved to the next one 
without danger of disturbing the filter cake. This saves pre-coating 
time and filter aid usually required to re-coat a bag-type filter. 


A filter cake on a horizontal plate will not crack, slip or fall 
off even with varying pressure or a complete shut-down of the 
filter. No pre-coat renewal is ever required after an interruption 
in operation. 


When it is necessary to clean the filter, the Sparkler filter tank 
can be emptied in a matter of minutes with a minimum loss of 
valuable plating solution. 


Any grade of filter paper from fine to coarse can be used in a 
Sparkler filter. This makes it ideal for carbon treatment of solu- 
tions. Carbon mixed with water in a stand-by tank is circulated 
through a clean set of filter paper on the plates until a carbon 
cake is formed. The solution requiring carbon treatment is then 
circulated through the carbon beds without contaminating the 
plating tank or a shutdown of plating operations. 


At the end of the cycle with a Sparkler filter you can blow-down 
with air and produce a relatively dry cake that can be disposed 
of in a trash can rather than washing it down the drain with 
attendant sewer clogging problems. 


You will find your Sparkler plating filter positive and dependable 
from a standpoint of uniform high quality filtering and 
economical in labor and material. 


introducing a heat-decomposable gas- 
eous metal compound into said cham- 
ber and in contact with said hot metal 
casting as the same is drawn from said 
mold and through said chamber, and 
power-driven means for withdrawing 
said casting from the mold and through 
said plating chamber. 


Polishing Material 
U.S. Patent 2,744,001. May 1, 1956. 
C. G. Harman and R. Rose, assignors 
to Rare Earths, Ine. 
A polishing material consisting es- 
sentially of vitreous silica and a rare 
earth oxide. 


Tin-Antimony-Copper Bath 


U. S. Patent 2,774,003. May 1, 156. 
Q. O. Shockley, assignor to General 
Motors Corp. 


An aqueous bath for the electro- 
deposition of an alloy containing from 
about 2 to 12% antimony, from about 
1 to 8% copper and the balance tin, 
said bath containing from 50 to 180 
g./l. tin as tin fluoborate, from .5 to 
20 g./l. antimony as a compound se- 
lected from the group consisting of 
antimony fluoborate, antimony triox- 
ide, antimony trifluoride and potassium 
antimony tartrate, from .5 to 20 g./l. 
copper as copper fluoborate, from 10 
to 40 g./l. boric acid and sufficient flu- 
oboric acid to maintain the pH of said 


bath below 1. 


Combination Cleaning and 
Phosphating Process 


U. S. Patent 2,774,063. May 1, 1956. 
A. Nicholson and C. F. Wilkinson, as- 
signors to Parker Rust Proof Co. 


A process for simultaneously cleaning 
and producing a phosphate coating on 
the surfaces of metal of the group con- 
sisting of iron and zinc and their alloys 
which comprises the steps of (1) ap- 
plying to the surface an aqueous solu- 
tion of an acidic phosphate of an al- 
kali metal in the presence of an accele- 
rator having an effect on the coating 
action substantially equal to that of 


Sparkler representatives in all prin- 
cipal cities are ready to give you 
personal service on your filtering 


about .5 per cent to 4 per cent chlorate, 
1 per cent to 10 per cent of a hydrocar- 


Write Mr. Eric Anderson 
for personal service. 


problems, and show how you can bon solvent. and a non-ionic. oil-in- s 

.make a material saving in operat- a 
ing cost. water emulsifying agent of the poly- \ 
oxyethylene type having 3 to 25 poly- ‘ 
oxyethylene groups therein in an t 
MANUFACTURING COMPANY amount sufficient to form a stable emul- t 
Mundelein, Illinois sion of said solvent, said solution hav- i 
SPARKLER INTERNATIONAL LTD, ing a pH of from 3.5 to 5.8 and con- c 
European Plant, Amsterdam, Holland tinuing the application until a coating s 
58/Circle on Readers’ Service Card results, and (2) rins'ng the coated sur- a 
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face with a dilute solution of chromic 
acid. 


Porcelain Enameling 


U. S. Patent 2,744,843. May 8, 1956. 
Bb. G. Craig, assignor to A. O. Smith 
Corp. 


An improvement in the bonding of 
vitreous enamel to steel comprising 
applying a composition consisting es- 
sentially of weak arsenic acid to the 
surface of the steel to be covered with 
enamel, said acid having a concentra- 
tion of less than 25‘7 by weight and 
reacting with said steel to form a tight- 
ly adherent insoluble coating thereon. 
covering the coated steel with a glass 
composition, and subjecting the glass 
covered steel to a high temperature in 
the range of 1300° to 1600°F. to fuse 
the composition with the intermediate 
coating reacting with the glass to form 
a bond between said glass and the steel. 


Plating Method 


U. S. Patent 2,744,859. May 8, 1956. 
R. H. Rines. 


A method of electroplating an article 
disposed with an electrode in an elec- 
troplating solution that comprises pro- 
cucing a potential of magnitude less 
than the electroplating potential be- 
tween the electrode and the article. 
producing an electron stream in a 
cathode-ray envelope provided with a 
wall comprising a conducting layer, 
disposing the wall close to the article. 
impinging the electron stream on se- 
lected regions of the wall, and adjusting 
the intensity of the impinged electron 
stream to control the plating of the 
article at the said regions. 


Ultrasonic Plating 


U. S. Patent 2,744,860. May 8, 1956. 
R. H. Rines. 


An electroplating method that com- 
prises electroplating an article disposed 
in an electroplating solution, during 
the electroplating, producing sonic vi- 
brations and applying the same to pro- 
duce a relative vibration of molecular 
amplitude between a _ predetermined 
region of the article at which it is de- 
sired to produce a greater degree of 
vibration than at other regions of the 
article and a predetermined région of 
the solution at the surface between 
them, and confining the vibrations to 
periods of successive discreet pulses in 
order to prevent the formation of 
standing vibrational waves between the 
article and the solution. 
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BLUE- 
WHITE 


BRILLIANCE 


for Cadmium Plated Parts 


Until you use CADMAX, you cannot realize how 
smooth and bright your cadmium-plated parts will be. 


CADMAX, Federated’s highly concentrated liquid 
brightener for barrel and still cyanide cadmium plating, 
is not like any other brightener. It contains nothing 
that can produce breakdown products or organic 
impurities. It is low-foaming and will give brilliant 
deposits over an extremely wide range of current. 

It will not burn, even when the cadmium content 
of the bath is low. It produces excellent results 


in baths of very low nickel content. 


You can convert to CADMAX quickly and easily. 

It is compatible with most organic brighteners 

and carbon treatment is not required unless the bath 
is seriously contaminated. A new bath containing 
CADMAX needs no breaking in. Federated’s 
adjuster solution, furnished free, gives you perfect 


plating with the first load. 


Let your Federated plating distributor tell you 
more about this great plating development. 


Or write us directly, if you prefer. 


Aluminum, Anodes, Babbitts, Brass, Bronze, Die Casting Metals, Lead, Lead Products, Magnesium, Solders, Type Metals, Zinc Dust 
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DIVISION OF AMERICAN SMELTING AND REFINING COMPANY 
120 BROADWAY, NEW YORK 5, N. Y. 
In Canada: Federated Metals Canada, Ltd., Toronto and Montreal 
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Bishop's 
Candlesticks 


The Bishop was upset. How could he 
possibly have 500 dull, tarnished brass 
candlesticks polished and gleaming in 
time for tomorrow's special candle- 


light services? 


The abbot was quite calm. He knew 
the answer to the Bishop's dilemma 
and in less than twenty-four hours, he 
returned from his laboratory with the 
candlesticks — bright and glistening. 


How did he do it? 


Articles made of brass and other met- 
als may be readily burnished and 
tumbled with Abbott Burnishing Ma- 
terials. Made in six scientifically de- 
signed shapes, Abbott Burnishing Ma- 
terials make efficient and uniform 
contact on metal parts and castings 
of every conceivable size and shape. 
Economical to use, they are deep 
hardened and have a mirrorlike glass- 
hard surface for extra long life. Com- 
bined with the Abbott Vertical Tum- 
bling Barrel, they make the perfect 
barrel finishing combination. 


Just off the press! Newest Abbott cata- 
log of tumbling barrels and tumbling 
media. Write for it! 


The ABBOTT BALL Company 


1052 New Britain Avenue 
Hartford 10, Conn. 
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Sight Glass for Vacuum Chambers 


U. S. Patent 2,745,131. May 15, 1956. 
M. Auwarter, assignor to Alois Vogt. 


The combination with a high vacuum 
chamber which in use is adapted to 
contain hot vapors of light-absorbing 
solid matter which condense and preci- 
pitate on the walls thereof, of means 
for allowing inspection of the interior 
of said chamber, comprising a trans- 
parent window in a wall of the cham- 
ber, a cleaning element arranged with- 
in said chamber to sweep over the 
window to remove condensed matter 
therefrom, means for actuating said 
cleaning element to move the same 
across the face of the window parallel 
to the plane of the window and in con- 
tact therewith, and a plate normally 
disposed in front of the window to 
shield the same and thereby minimize 
the quantity of vapor particles imping- 
ing on the window, said plate being 
movable by said actuating means from 
in front of the window to expose the 
latter, said cleaning element being dis- 
posed between the plate and the win- 
dow. 


Guard for Grinding or Polishing 
Wheels 


U.S. Patent 2,745,230. May 15, 1956. 
O. M. Krogsgaard. 


A guard for a grinding wheel com- 
prising a guard wall adapted to sub- 
stantially enclose said wheel along its 
periphery to control the flow of grind- 
ing particles carried in the air current 
produced by rotation of said wheel, 
said guard wall having a front end wall 
positioned closely adjacent to the work- 
ing place of said wheel and having a 
rearward section positioned remotely 
from said wheel with an aperture 
formed at the same level as and sub- 
stantially opposite said working place, 
a guiding plate having one end thereof 
positioned substantially within said 
aperture and _ extending forwardly 
therefrom with the other end termina- 
ting adjacent to said front end wall, 
said front end wall having an inner 
concave portion extending above and 
below the front end of said guiding 
plate, said guiding plate being adapted 
to form a first channel between said 
guiding plate and said grinding wheel, 
a curving channel between said concave 
portion and the front edge of said 
guiding plate and a second channel 
between said guiding plate and said 
guard wall, said grinding wheel being 
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mounted for rotation and adapted to 
direct part of the air current rearward- 
ly below said grinding wheel and 
through said aperture and to direct the 
other part of the air current forwardly 
through said first channel, around 
through said curved channel, rear- 
wardly through said second channel 
and through said aperture, and said 
second channel having approximately 
the same area as the upper part of said 
aperture formed between said guiding 
plate and said guard wall. 


Anodizing Aluminum 


U.S. Patent 2,745,798. May 15, 1956. 
B. R. Haveisen and F. A. Wales. 


In the method of selectively form- 
ing a corrosion resistant coating on 
the exterior surfaces of the aluminum 
alloy portions of a composite alumi- 
num steel strut internal combustion 
engine piston, the steps of placing said 
piston upright in a tubular porous 
shell supported in a vertical position 
and having an absorbent liner therein 
in contact with the sides of said piston, 
flooding the top of said piston with an 
acid electrolyte in regulated amounts 
and allowing the electrolyte to flow 
downwardly through said absorbent 
liner, connecting said porous shell as 
the cathode and said piston as_ the 
anode and passing an electric current 
therebetween so as to form said coat- 
ing on the surfaces of said piston which 
are wet with said electrolyte, and pro- 
viding circulating means for said elec- 
trolyte including means to maintain 
said electrolyte at a predetermined acid 
concentration and temperature. 


Chromium Plating 


U. S. Patent 2,745,801. May 15, 1956. 
T. Blaine, assignor to The Harshaw 
Chemical Co. 


A process capable of producing ad- 
herent chromium deposits of improved 
luster on bright surfaces of the class 
consisting of antimony, tin, silver and 
lead comprising electrolyzing between 
an anode surface and a bright cathode 
surface of the class consisting of bright 
antimony, bright tin, bright silver and 
bright lead surfaces, an aqueous solu- 
tion essentially consisting of water, 
chromic acid, acetate ion and sulfate 
ion, acetate ion being present in con- 
centration from about 15 to about 35‘ 
of the chromic acid by weight, sulfate 
ion being present to the extent of from 
about 0.3 to about 1.0 per cent of the 
chromic acid by weight and chromic 
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acid being present in concentration 
from about 100 to about 700 grams 
per liter. 


Corrosion Preventive 


U.S. Patent 2,745,809. May 15, 1956. 
P. H. Cardwell and E. N. Alderman, 


Jr.. assignors to The Dow Chemical Co. 


A composition effective in combating 
corrosion of ferruginous materials con- 
sisting essentially of a mixture of (A) 
from 25 to 65 per cent by weight of 
at least one quaternary ammonium 
halide wherein all of the organic sub- 
stituents are hydrocarbon radicals con- 
taining up to 18 carbon atoms, at least 
one of such radicals being an aliphatic 
hydrocarbon radical containing from 
% to 18 carbon atoms and each of two 
of such radicals being lower alkyl radi- 
cals having from 1 to 3 carbon atoms; 
(B) from 2 to 30 per cent by weight 
of at least one amine having the general 
formula: 

R-NH, 

wherein R represents a member of the 
class consisting of tertiary alkyl radi- 
cals having 18 to 24 carbon atoms and 
the hydrocarbon radical of a rosin 
amine; and (C) from 20 to 60 per 
cent by weight of at least one com- 
pound having the general formula: 


x 


wherein R is as aforesaid, X represents 
a member of the group consisting of 
hydrogen and the radical 


—(CH,O) nH, 
and m and n represent integers whose 
sum is 8 to 21. 


Pickling Waste Treatment 


U.S. Patent 2,746,919. May 22, 1956. 
J.M. Wunderley. 


An apparatus for treating waste 
pickle liquor comprising an elongated 
horizontal cylinder mounted for rota- 
tion about its longitudinal axis and 
having a charging opening at one end 
thereof and a discharge opening at the 
other end thereof, a hopper for intro- 
during slag into said cylinder through 
said charging opening, a conduit ex- 
tending through said opening for deliv- 
ering a supply of liquor to be treated 
onto the surface of said slag, a spiral 
agitating vane comprising a coiled strip 
of several convolutions extending spir- 
ally of the interior surface of said cyl- 
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inder between the inner end of the 
conduit and discharge end of the cyl- 
inder for mixing the slag and liquor 
introduced therein and for moving the 
mixture to said discharge end, and a 
plurality of straight vanes respectively 
extending axially of said cylinder be- 
tween adjacent convolutions of said 
spiral vane for increasing the mixing 
action on said slag and liquor and for 
slowing down its movement to said dis- 
charge opening. 


Plating on Aluminum 


U. S. Patent 2,745,799, May 15, 1956. 

J. Patrie, assignor to Pechiney Com- 

pagnie de Produits Chim:ques et Elec- 
trometallurgiques. 

Process of electrolytically coating 
aluminum and alloys thereof with other 
metals comprising the steps of: zine 
plating the article in an aqueous alka- 
line solution consisting essentially of 
zincate, alkali cyanide and a cyanide 
of a heavy metal of the group consist- 
ing of copper, silver and cadmium. 
wherein the ratio of weight of the alkali 
cyanide to the heavy metal cyanide is 
greater than 4, and thereafter electric- 
ally depositing a metal other than zinc. 


Iron Plating 


U.S. Patent 2,745,800. May 15, 1956. 
J. Poor, assignor to Van Der Horst 
Corp. of America. 


A process for electrodepositing iron 
which comprises electrolyzing an aque- 
ous acid solution consisting essentially 
of ferrous iron, not more than 3 grams 
per liter of ferric iron, and at least 26 
grams per liter of acid radical selected 
from the group consisting of chloride 
radical and a combination of chloride 
and sulphate radicals, in such combin- 
ation the chloride radical being present 
in the amount of from 61% to 100 
grams per liter, and from 10 to 100 
grams per liter of fluoborate radical. 


Electropolishing Mask 


U. S. Patent 2,745,805. May 15, 1956. 
H. Jones, Jr. 


A masking device adapted to expose 
a substantially constant rectangular 
area of a specimen to a liquid etchant 
which comprises a sheet of material 
substantially: resistant to said etchant 
having a port therein, a pair of parallel 
slideways on said sheet adjacent two 
opposite edges thereof, a pair of op- 
positely disposed first and second flat 
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Luster-on 


LOWEST COST 


LUSTER-ON 52 POWDER is a low, 
low priced single dip, no-leach con- 
version coating for zinc plated sur- 
faces. 


LUSTER-ON 52 POWDER was re- 
cently developed by The Chemical 
Corporation for automatic equip- 
ment where facilities are not 
available for added leaching and 
rinsing. 


LUSTER-ON 52 POWDER gives a 
bright bluish hue; provides lasting 
corrosion protection against stain- 
ing, tarnishing and white powder 
products. 


LUSTER-ON 52 POWDER can now be 
used in cases where cost has pro- 
hibited use of chromates in the past. 
For instance, electrical conduit, 
conduit boxes, screws and builder’s 
hardware, tools, electronic parts, 
air conditioning parts, automotive 
parts, cheap toys. 


LUSTER-ON 52 POWDER is not only 
low, low in price, but eliminates 
expensive handling, space-consum- 
ing storage and carboy deposits. 


Still available, of course — time- 
tested Luster-On liquid dips and 
coatings for all your needs. 


Data Sheets and Prices on Reques?. 
Send in part for free processing. 


West Coast: Crown Chem. & Engr. 


Los Angeles & San Francisco 


Canadian Licensee: Alloycraft Ltd. 
Montreal 


CORPORATION 


58 Waltham Ave. ¢ Springfield 9, Mass. 
61/Circle on Readers’ Service Card 
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G-E “Thru-Con” Printed Circuit Boards ier 
positive connection through the holes without 
staking pins. Patterns on both sides if needed. 
Printed circuitry cuts assembly time; cuts product 
bulk, weight; reduces inspection time. 


A new 75-foot automatic acid-copper 
electroplating tank is the key to the 
highly mechanized production system 
in which General Electric will proc duce 
some 6,000,000 of its “Thru-Con”— 
additive-type printed-circuit boards 
for everything from transistorized 
portable radios to street light controls. 

Plastic strips, with wiring patterns 
printed in a microscopic layer of silver 
as a conductive coating for acid-cop- 
per plating, run through the tank sev- 
eral thousand at one time, in racks 
suspended from a conveyor. 

The tank holds 850 314” x 114” x 
42” long oval anodes in three parallel 
rows. It is filled with a standard 30/7 
copper sulfate solution. Current input 
is 25,000 amps—15,000 amps in series 
through the outside rows and 10,000 
amps through the center row. 

General Electric tested several dif- 
ferent kinds of anodes—is now using 
ANACONDA “Plus-4” (Phosphorized 
Copper) Anodes. These are the com- 
ments on their performance: 
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This transistorized portable radio inition a 
full printed circuit using a General Electric 
“Thru-Con" Board. Combining other advances 
in electronics with the printed circuit makes pos- 
sible sweeping changes in size, weight, and styling. 


1. No sludging. 

2. Minimum copper build-up in so- 
lution. Better than with any other 
anode tried. 

3. Smooth, heavy deposit. 

4. There is a greater cathode de- 
posit. Scrap losses are considerably 
under those anticipated. 

5. Throwing power is excellent, pro- 
ducing uniform plating, even inside 
holes in the plastic strips—for positive 
electrical connections. 

See for yourself how ANACONDA ‘“Plus-4” 
Anodes can simplify acid-copper electroplating, 
reduce your costs. Write for information on how 
you can get a test quantity to supply one tank. 
Address: The American Brass Company, Water- 


bury 20, Conn. In Canada: Anaconda American 
Brass Ltd., New Toronto, Ont. 56142 


“Plus-4” Anodes 


(Phosphorized Copper) 


A product of ANACONDA’ 


Made by The American Brass Company 
For use under U. S. Patent No. 2,689,216 


shielding members having angularly 
disposed legs, each member being slid- 
able rectilinearily on said sheet with 
the first leg of one shielding member 
in contact with one slideway and the 
first leg of the other shielding member 
in contact with the other slideway, the 
second leg of each shielding member 
being arranged in overlapping relation- 
ship with the first leg of the other 
shielding member whereby the overlap- 
ping legs are adapted to engage oppo- 
site sides of a specimen therebetween, 
the first leg of the first of said shield- 
ing members having an edge portion 
disposed at an oblique angle to the first 
of said slideways and the second leg 
of said first shielding member having 
an edge portion disposed at 90 degrees 
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to said first mentioned edge portion, 
and the first leg of the second of said 
shielding members having an edge por- 
tion disposed parallel to the said edge 
portion of the first leg of the first 
shielding member, the second leg of 
the second of said shielding members 
having an edge portion disposed paral- 
lel to the said edge portion of the sec- 
ond leg of the first shielding member, 
said edge portions defining a rectangu- 
lar opening in communication with 
said port, the relative dimensions of 
which opening may be varied by slid- 
ing movement of one member relative 
to the other whereby the area of the 
specimen exposed through said open- 
ing when said overlapping legs are 
closed thereon is substantially constant. 
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Plating on Aluminum 


U. S. Patent 2,746,136. May 22, 1956. 
H. Richaud, assignor to Pechiney. 


An article of aluminum and alloys 
thereof coated with a granular layer of 
nickel formed by chemical deposition 
and, superposed thereon, an adherent 
deposit of electrolytic lead. said lead 
deposit being free of blisters. 


Bright Dip for Aluminum 


U.S. Patent 2.746.849, May 22, 1956. 
W. Helling, H. Neunzig, Johannes 
Rolie and R. Lattey. 


A method for imparting high gloss 
to articles made of aluminum and its 
alloys comprising maintaining the said 
articles for a period of about 5 to 30 
seconds at a temperature of 50 to 80° 
C., in an aqueous solution containing 
per liter 1.6 to 2.7 gram molecules of 
nitric acid, 1.8 to 3.5 gram molecules 
of ammonium, 3.5 to 7 gram mole- 
cules of hydrofluoric acid and from 25 
times 10~° to 25 times 10-4 
molecules of lead nitrate. 


gram 


Tin Flowing Oil 


U.S. Patent 2,746,884. May 22. 1956. 
L. Rosenstein and M. H. Gorin. 


In a process of tinning metal plates 
by passing said plates through a body 
of molten tin, the step comprising 
passing the plates as they emerge from 
the body of molten tin through a body 
floating on said molten tin consisting 
essentially of a fatty non-drying oil 
which has dissolved therein, in an 
amount from 1% to 20°, a resinous 
substance selected from the group 
rosin, wood rosin, hydrogenated rosin, 
rosin esters, the rosin fraction of tall- 
oil, and rosin treated with paraformal- 


dehyde. 


ABSTRACTS 


Surface Treatment of Light 
Metal I. C. Engine Pistons 


A. Prati and F. Sacchi: Alluminio 
(Italy). Vol. 23, No. 2, pp. 139-144. 


From reporis in the technical litera- 
ture and research investigations it fol- 
lows that light metal pistons for four 
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cycle i.e. engines can be lead coated, 
tin coated and graphited. In the cases 
of diesel engine pistons however, it is 
not possible to use lead or tin coating 
since, because of the catalyzing action 
of the lead and tin, oil decomposition 
would occur. 


Corrosion of Metals and Metal 
Coatings in Tropical and Sub- 
Tropical Climates 


W. Machu: Werkstoffe und Korro- 
sion. Vol. 5, No. 10, pp. 395-398. 


In tropical climates extremely high 
temperature and humidity can occur, 
which can lead to particularly strong 
corrosion. The large temperature fluc- 
tuations between the maximum day 
temperature and the lowest night tem- 
perature are particularly dangerous, 
which can lead to the condensation of 
water vapor and corrosion under 
otherwise not particularly strong 
aggressive conditions. 

Sweat corrosion troubles can occur 
even in transport, inside the packag- 
ing, and on storage. They are strongly 
accelerated by small amounts of 
chloride, mostly originating from atom- 
ized sea water. It is shown by an ex- 
ample which was closely investigated 
in detail, that attack in desert regions, 
far away from the sea, can also be 
considerably accelerated by salt-con- 
taining sand which is whipped up by 
the wind. Finally, a survey is given 
of the behaviour of various metals and 
metal coatings in tropical and sub- 
tropical climates. 


Critical Consideration of Adhesion 
Test Methods for Plated Coatings 


F. Sautter: Metalloberflaeche. Vol. 
6, No. 4, B55. 


The difficulty with a suitable adhe- 
sion test method for electroplate is 
that only those tensile forces should 
be determined which are necessary to 
separate the plate from the supporting 
sub-surface by rupture. If one consid- 
ers the combinations of basis metals 
and the type and thickness of the 
plated coatings, then it immediately 
will be seen how great the difficulties 
are for a satisfactory determination, 
in the way of excluding, during the 
iest, the shearing and bending forces 
as far as possible, which would other- 
wise interfere with a satisfactory test 
evaluation. The adhesion test is much 
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BEFORE 


do tricky 
DEBURRING 
automatically 


Operation — to remove burr 
in the “T” slot, left by a 
broaching operation. 


Production — 600 parts re- 
quired per hour. 


Solution — Hammond Index- 
ing Rotary Automatic with 
four Heads. No. 1 Head has 
milling cutter to remove ex- 
cess stock. No. 2 Head has 
abrasive belt to “smooth-up”’. 
No. 3 and 4 Heads have wire 
brushes for final brushing. 


Need help on your deburr- 
ing problems? Send sample 
parts for a complete engi- 
neering analysis. 


1601 DOUGLAS AVENUE 
KALAMAZOO, MICHIGAN 


easier to conduct with a weak bond be- 
cause these secondary forces do not 
appear to any appreciable extent: with 
medium and strong bonds, the disturb- 
ing influence becomes much more 
marked to the extent where it can af- 
fect the test results, 

A method was first developed by 
Ollard which endeavored to avoid this 
confliction. Using this method it was 
found by Roehl that considerable dif- 
ferences existed with the test results. 
Three factors are. of special import- 
ance in the test: (1) Thickness of the 
plated coating; (2) Diameter of the 
hole in the test piece: (3) The play 
between the test part and the tube. It 
was considered that the shearing and 
bending forces could only be excluded 


1956 


63/Cricle on Readers’ Service Card 


if the ratio of shearing surface to ten- 
sile surface amounted to 1.3. If this 
value drops below 1.3 then shearing 
occurs and, with much lower values, 
bending. 

The test process developed by Knapp 
corresponds to the Ollard method. This 
method allows of application to flat 
surfaces. The test sheet, plated on both 
sides, is tested in the tensile machine. 
The deposit thickness is fairly import- 
ant, and this should be chosen thick 
enough that neither bend or shear 
forces can occur, which would give 
low values. The thickness of the test 
sheet plated is also of considerable 
influence. Higher values were found 
with very thin sheets. With increasing 
thickness, the adhesion values approx- 
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imated the tensile strength of the basis 
metal. A minimum test thickness for 
aluminum was about 0.5 mm. 

From these test methods examined 
it followed that the actual values of 
adhesion are never obtained. The ques- 
tion arises as to whether it is actually 
possible to measure the true adhesion. 
In spite of the careful thought given 
to the evolution of the various test 
methods, in no case could adhesion be 
measured which was greater than the 
tensile strength, either of the basis 
metal or of the coating. 


Testing of Plated Coatings from 
the Standards Aspect 


G. Schikorr: Metalloberflaeche. Vol. 
6, No. 4, B57. 


A critical comparison is presented 
of the various test methods for plated 
coatings according to standard speci- 
fications and the limitations and use- 
fulness of these methods. 

Thickness testing by the microscopic 
method, with consideration of all pos- 
sibilities of errors, has certain funda- 
mental limitations. For various reasons 
coatings of less than 0.002 mm. in 
thickness cannot be measured with suf- 
ficient certainty. Thus, this method is 
not suitable for the thickness measure- 
ment of the practically important 
bright chromium coatings. With the 
chemical thickness testing process, a 
general applicability is obtained when 
the thickness is calculated from the 
loss in weight by dissolving the de- 
posit with a reagent which does not 
attack the basis metal. This method 
assumes, however, that the coating is 
of a uniform thickness which, in many 
cases, is a practical assumption which 
cannot always be relied on. 

More widespread methods in use 
are those in which the deposit is dis- 
solved, and the thickness of the coat- 
ing judged by the reaction time. Bright 
chromium coatings are tested by allow- 
ing some drops of conc. hydrochloric 
acid to act on the test piece. With the 
flow process, a stream of reagent, the 
nature of which depends on the basis 
metal, impinges on the test piece at a 
determined velocity and rate. The time 
is determined at which the basis metal 
shows through which, as a rule, can be 
directly ascertained. The thickness is 
obtained by multiplication of the reac- 
tion time with a factor. This test is 
suitable for operational control, in 
which the nature of the plated metal 
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is known precisely. The coating thick- 
ness is ascertained in a few minutes 
on an area of a few sq. mm. However, 
the disadvantage is that the penetra- 
tion time can be strongly influenced 
by the plating process and this is par- 
ticularly the case with bright nickel 
coatings. The drop test is fundamen- 
tally similar. As a rule, drops at a 
speed of 100 drops per minute im- 
pinge on the test part. It is somewhat 
simpler than the flow process and is 
suitable for non-discontinuous testing. 

In porosity testing, two types of 
pores must be considered; those which 
penetrate down to the basis metal and 
covered pores. It is necessary to be 
quite clear about this, as regards the 
testing. The Ferroxyl process serves 
for pore testing on iron and _ steel. 
There are some ten variations of this 
test process. Copper sulfate solution is 
used for the testing of chromium- 
nickel-copper coatings on zinc die cast- 
ings. A testing process for tin coatings 
on copper permits the location and a 
quantitative determination of the pores. 
The test part is immersed for a cer- 
tain time in an ammoniacal ammon- 
ium persulfate solution; this turns blue 
with a porous coating. The intensity 
of the blue coloration is determined 
colorimetrically and offers a measure- 
ment of the porosity. 


Colorimetric Determination of 
Iron in Hard Chromium Baths 


By H. Pohl: Metalloberflaeche. Vol. 
6, No. 9, B129. 


Next to the sulfuric acid content, 
knowledge of the iron content is of 
the greatest importance for the satis- 
factory working of a hard chromium 
bath. Gravimetric determination of the 
iron takes a long time and the pres- 
ence of trivalent chromium sulfate in- 
troduces considerable error. The Zim- 
mermann-Reinhardt titrimetric method 
also requires a 2-3 times repeated pre- 
cipitation to obtain satisfactory re- 
sults. The suggested colorimetric iron 
determination method can con- 
ducted in about 10 minutes and so 
is eminently suited for bath control 
purposes. 

About 100-150 cc. are taken from 
the hard chromium bath and cooled 
down to 20°C. Then 5cc. of this 
sample are pipetted into a 250 cc. vol- 
umetric flask and filled to mark. After 
shaking, a 5 cc. aliquot is placed in a 
100 cc. volumetric flask, diluted to 
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about 70cc., then 10 ce. of po- 
tassium thiocyanate solution are added, 
the solution made up to the mark and, 
after shaking, is measured in a uni- 
versal colorimeter. The iron content 
is read off from a standard curve. A 
yellow filter is used in the measurement 
to compensate to a great extent for the 
yellow coloration of the chromic acid. 

The superiority of the colorimetric 
method was demonstrated by compar- 
ison analyses with the two classical 
processes. With this method, iron con- 
tents up to 17 g./l. can be determined 
with an error limit of a maximum of 
+0.05 g./l. in 10-15 minutes. 


Hardness Measurements in 


Rhodium Plating 


A. Keil and E. Merkle: Metallober- 
flaeche. Vol. 8, No. 9, A129. 


Micro-hardness tests were conducted 
with the Leitz “Durimet” and the test 
load of 15-300 g. The measurement of 
the hardness impression was conduct- 
ed at 400 times magnification. Preci- 
sion data were obtained regarding the 
hardness of rhodium deposits. Com- 
parison of these values with values ob- 
tained with normal macro-hardness 


testing is difficult because the produc- 
tion of sufficiently thick and crack-free 


coatings of rhodium to conduct this 
measurement is very difficult to realize. 
It is assumed that these micro-hardness 
test values are actually also macro- 
hardness values, as, with electroplated 
coatings, there is frequently no de- 
pendency of the hardness value on the 
load applied, but this has not yet been 
definitely proved. 

For decorative purpose, i.e. corro- 
sion-free silver coating, a rhodium de- 
posit of 0.05 to 0.1 micron is usually 
applied, although 0.5 micron thick 
coating would seem to offer a more 
adequate protection. For technical pur- 
poses, a coating thickness of 0.5 to 5 
microns is usually required, and the 
hardness determination is of import- 
ance, as the rhodium coatings are used 
for such purposes as contacts, etc. For 
decorative purposes too, the hardness 
and wear resistance of the thin rho- 
dium coating which is used is also of 
considerable importance. In the case 
of relatively hard metal coatings on a 
softer basis metal, a general rule ap- 
plied is that, for a correct hardness 
measurement, a coating thickness of 
10 times the penetration depth of the 
hardness testing diamond is required 
and this rule was tested here where 
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extreme hardness differences exist be- 
tween the coating and the coating 
meials, Tests were conducted giving 
measured values on a 6 microns thick 
rhodium coating on brass, with a ris- 
ing load. 


It was found that the true hardness 
of the rhodium coating is obtained in 
good agreement with the above rule 
only if the diamond penetration depths 
are less than 10°) of the coating thick- 
ness. These findings allow of two gen- 
eral conclusions. First, absolute hard- 
ness assumptions on rhodium coatings 
are only permissible if the coating 
thickness is precisely known and is in 
correct ratio to the diamond hardness 
impression. Slight exceeding of these 
limits is sufficient to cause a sharp 
falling off in the hardness value found. 
The method can also be applied for 
direct measurement of the rhodium 
coating thickness, by producing hard- 
ness impressions with growing loadings 
until the apparent hardness-drop sets 
in. 


Practical Aspects of Anodizing 


O. Niedermeyer: Metalloberflaeche. 
Vol. 6, No. 2, B29. 


The author discusses anodizing tech- 
niques from the light of his own prac- 
tical experience. Details are given of 
the necessary pretreatment, including 
mechanical working, grinding and 
polishing, and cleaning of the parts. 


Dealing with the anodizing process 
itself, the racks should grip well and 
should be sufficiently well dimensioned. 
Al-Mg-Si alloys have proved best for 
the rack material. There is considerable 
difference of opinion as to whether the 
racks should be coated with a protec- 
tive lacquer or not. Longer rack life 
was not obtained with a durable lac- 
quer. With a badly adherent or blister- 
ing lacquer, there is the great danger 
that hydrofluoric or nitric acid can be 
dragged into the anodizing bath from 
the polishing bath. Thorough rinsing 
should be given after every working 
stage, particularly after polishing, in 
running water (air agitation is also 
very advantageous). Operating person- 
nel have to be closely watched to en- 
sure that this thorough rinsing is done. 


The most favorable anodizing tem- 
perature has been found to be 18°C. 
+ 2°. Too high a current density is 
avoided; about 1.2 amp./sq. dm. has 
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been found sufficient. as too rapid a 
formation of the coating acts adversely 
on the luster. This figure however, 
only applies to the ware. For the racks. 
particularly if lacquered, the figure 
must be higher. The density of the 
anodizing (Eloxal) bath is 20°Bé. 
Flowing water in sufficient amount 
should be available for rinsing. Air 
agitation should also be employed. The 
pH value of the rinse water should in 
no case exceed 5.8. 

Whether the anodized coating should 
be sealed in distilled water or in nickel 
acetate is a matter of opinion. The 
author has found that the nickel ace- 
tate seal is superior to hot water. But, 
whichever method is used, a tempera- 
ture of 92 to 95°C. should always be 
maintained. In the technical literature, 
temperatures of 80-85°C. are mention- 
ed, but these are not regarded as sufh- 
cient. Half an hour for the sealing is 
not too long. It has been found in 
corrosion testing of anodized coatings 
that the decisive factor is not the thick- 
ness of the coating, but a satisfactory 
seal is absolutely decisive. Sealing for 
15 minutes as given in the literature 
has not been found suitable for the 
corrosion tests. The nitric acid dip 
after sealing is not necessary if all the 
other operations have been done prop- 
erly. 


Treatment of Drag-Out on 
Chromium Plating Racks 


Metallwarenindustrie und Galvano- 
technik: Vol. 46, No. 12, p. 577. 


In large scale plating practice it is 
common to employ the same. racks 
through all the different stages of the 
treatment line, from loading, through 
the cleaning, copper, nickel, and chro- 
mium on nickel. However, although 
this is efficient practice from the hand- 
ling aspect, it can introduce practical 
difficulties. The chromic acid adheres 
obstinately to the racks and is difficult 
to remove and, in the course of time, 
can cause contamination of the clean- 
ing and nickel baths. It has been found 
that, in spite of the most intensive 
rinsing after the chromium plating 
stage, the cleaning baths will gradu- 
ally become colored yellow, due to the 
formation of chromate, according to 
the formula: 

2NaOH H.CrO, 
NaoCrO,4 + 2H,0 
The sodium chromate has an adverse 
effect on the throwing power and the 
cleaning action of the bath and will 


finally lead to adhesion trouble. The 
chromate ions will also drag into other 
baths and cause plating disturbances. 
Thus, in a nickel bath with a chromic 
acid content of 0.1 g./l., plating is no 
longer possible; only hydrogen is gen- 
erated. To avoid this drag-in of chro- 
mic acid on the plating racks, up to 
now they have been rinsed either in 
hydrochloric acid or sulfuric acid-iron 
sulfate solution, or were dechromed 
electrolytically in caustic soda (50 
g./l. anodically at 4-6 volts). In spite 
of this, it has been found that the 
cleaning baths still become contami- 
nated. 

Tests were conducted in the labora- 
tories of a German plating firm with 
the object of overcoming this. The 
chromic acid can only be precipitated 
with expensive barium and lead salts, 
sO a process was tested to reduce the 
hexavalent chromic acid to trivalent 
chromium salts. A number of reducing 
agents were tested for the purpose, 
comprising sodium sulfite, sodium 
thiosulfate, stannous chloride, hydra- 
zine sulfate, hydroxylamine hydrochlo- 
ride and sodium sulfide. Further tests 
were also conducted, the object of 
which was to add wetting agents to 
the normal dechroming baths so as to 
increase the action and also to ensure 
a better run-off of the liquid from the 
racks. These last tests established that 
the acids and electrolyte comprising 
the drag-out from the dechroming 
baths could be considerably reduced. 

From the general results obtained 
with the tests it is proposed as a work- 
ing procedure that about 1-2 g./l. of 
sodium sulfide should be added to the 
bath in which the racks are dechromed. 
The sodium chromate which is formed 
by the anodic solution of the chromium 
is reduced by this and the drag-in of 
the chromium into other baths is pre- 
vented. It is an advantage, in addition, 
to add a wetting agent to the cleaning 
bath. This has the dual purpose of re- 
ducing the drag-out and producing a 
dense foam cover on top of the bath 
which prevents the formation of spray. 
If it is only desired to reduce the 
adherent chromic acid on the racks, 
and particularly at places where the 
lacquer coating has become damaged, 
then there can be used either dilute 
hydrochloric or sulfuric acid, or di- 
lute hydrochloric acid with the addi- 
tion of about 2 g./l. of sodium sulfite 
or 1 g./l. of hydrazine sulfate or hy- 
drochloride. The addition of a wetting 
agent here is also an advantage. 
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NEW METHODS, MATERIALS AND EQUIPMENT 
FOR THE METAL FINISHING INDUSTRIES 


Lead Anodes 


Alpha Metals, Inc.,’ Dept. MF, 56 
Water St., Jersey City, N. J. 


ALPHA'S NEW LEAD ANODE 
WITH RIPPLE ROUND DESIGN 


it 


By adding a deep ripple to the con- 
ventiona! round lead alloy anode used 
for chromium plating, the surface 
area has been increased by 6.8% with- 
out the slightest increase in anode size 
or weight. With this new round shape. 
the Ripple Round anodes are claimed 
to present the highest active working 
surface possible to the plating solution. 

These anodes provide ample cross 
section to handle extremely high cur- 
rent densities without overheating. 
Since they not only run cooler but are 
also more rigid, due to their construc- 
tion, the problem of warpage is elim- 
inated. 


All anodes are supplied with a choice 
of 6 “Easy Grip” hooks, which makes 
handling safe and easy. Hooks are 
produced in different lengths and dif- 
ferent conductor bar openings. Cast 
of high copper alloy. the hooks offer 
top current carrying capacity and con- 
ductivity (most hooks have 250 to 300 
amps.). They're lead coated for pro- 
tection and have special knife edges 
which assures a good bite and elec- 
trical control at the conductor bar. 
Hooks can be plastic coated for maxi- 
mum protection. 

64/Circle on Readers’ Service Card 
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Cleaner and Deruster 
The Mitchell-Bradford Chem. Co., 
Dept. MF, Wampus Lane, Milford, 


Conn. 


The above manufacturer has an- 
nounced two new products for the 
metal finishing industry. 

1. Alkaline De Ruster No. 2 is an 
alkaline salt mixture to be mixed with 
water and used non-electrolytically at 
180°F. to boiling to remove rust quick- 
ly and economically. It will also re- 
move many types of paints. Because 
the product is an alkaline mixture it 
will not cause hydrogen embrittlement, 
will not attack the basis metal, is non- 
toxic and, after removing rust, tends 
to prevent further rusting or oxidation 
of the base metal. It eliminates the 
use of dangerous acids, produces no 
harmful fumes, is economical and safe 
to use and is completely dependable. 
Descriptive literature is available upon 
request. 

2. Emulsion Cleaner No. 26 is a 
new organic emulsion cleaner designed 
for easy removal of heavy oils, greases 
and soils. It can be cut with seven or 
more parts kerosene or safety solvent 
and used at room temperature. The 
emulsion can be used prior to an alka- 
line cleaner to cut cleaning time and 
increase the life of the alkali cleaner. 
It quickly removes grease and grime 
from metal which can then be rinsed 
thoroughly in water. It will remove 
buffing compounds, and is also ideal 
for cleaning heavy machinery, airplane 
bodies. truck bodies, floors, etc. 

The product can also be used in 
cases where organic solvents are pro- 
hibited by using Emulsion Cleaner No. 
26 out one part Emulsion Cleaner No. 
26 with seven or more parts water. 
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_ Zine Bright Dip 
Conversion Chemical Corp., Dept. 


MF, Rockville, Conn. 


A new one-dip process with an easily 
handled powder is claimed to produce 
clear bright surfaces on zinc plated 
work with no brighteners in the zinc 
bath. The new powder, Kenvert No. 
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16, offers extreme economies over 
previous methods, with savings up to 
50% possible, according to the manu- 
facturer. It is packaged in non-return- 
able drums of either fiber or steel with 
polyethylene envelope liners. The new 
process operates satisfactorily in the 
temperature range from 90 to 110 
degrees with no ventilation required, 
and offers excellent corrosion protec- 
tion and unusual resistance to  stain- 
ing and fingerprints. 
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Germanium Rectifiers 


Rapid Electric Co., Dept. MF, 2881 
Middletown Road, Bronx 61, N.Y. 


A new line of germanium rectifiers 
comprises models rated at 750, 1500. 
2500, and 5,000 amperes at 2-12 volts, 
with input voltages at 220 and 440 
volts. 

Engineered with economy in mind, 
these units will sell at prices lower than 
similar rated selenium models. Model 
1500 illustrated will sell for $1,595, 
Called the Golden Line, these units 
ent germanium junctions. Instantane- 
ous in action, unit shut-off is automatic 
and positive in the event of overload. 

Its magnetic starter features over- 
load protection against excessive pow- 
er input. All models are fan cooled, 
with cabinet dimensions measuring 


42”H x 22”W x 20”D, 60”H x 24’W 


1956 


ecent veveropments =a 
ine 
as 
ba. 
du 
He 
the 
act 
= De 
des 
d wo 
ing 
6” 
i / 
(ALP Hs. ( 
43 
~ 
a 
= MI 


VS 


6 


spectively. 
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CORRECTION 


In the article on barrel plating equip- 
ment on page 64 of the October issue. 
a statement is made that the automatic 
barrel illustrated in Fig. 13 will pro- 
duce 1200 Ibs. per hour. Mr. A. B. 
Hoefer of Frederic B. Stevens, Ine., 
manufacturers of this machine, advises 
that the load processed per hour would 
actually be 4,000 to 6,000 Ibs. 

The Editor 


Belt Polisher 


Hammond Machinery Builders, Inc., 
Dept. MF, 1601 Douglas Ave., Kala- 
mazoo, Mich. 


The Model FF-12 Flat Finisher was 
designed for wet abrasive belt grind- 
ing, polishing and deburring of flat 
work such as sheets, strip, bars, stamp- 
ings, plates. etc.. up to 12” wide and 
6” high. 

Continuous feeding of work is ac- 


x 40”D and 60”H x 33”W x 26”D for 
750, 1,500, 2,500 ampere models re- 


complished through use of a variable 
speed air-tensioned endless conveyor. 
placing this machine in the “high pro- 
duction” class. 

The head of the machine is of the 
two roll design, employing an abrasive 
belt 12” wide by 126” long. It consists 
of a large diameter air-tensioned track- 


Available in grits... 


sizes 100 through 400 
Aluminum Oxide Silicone Carbide........ 
ELIMINATES THE DIRT AND EXCESSIVE CONSUMPTION OF 
SISAL BUFFS, Enables you to do your Polishing and Buffing 
operations on one AUTOMATIC machine... 


ing idler pulley, a heavy dovetail slide 
for work height adjustment and a con- 
tact roll driven by up to a 25 H.P. 
motor. 

Other features and optional equip- 
ment include power elevation for head 
adjustment to the work 6 to 10” di- 
ameter contact rolls, adjustable work 
hold down rolls, magnetic conveyor 
platen, and automatic coolant filter. 
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Liquid Detergent 


Oakite Products, Inc., Dept. MF, 
118 Rector St., New York 6, N. Y. 


A new concentrated liquid detergent, 
called Oakite Liqui-Det. which con- 
tains no soap, is said to go into solu- 
tion instantly and to develop copious 
suds, in hard or soft water, hot or cold, 
and then to penetrate and loosen the 
most common soils in a very short 
time. Furthermore, the company states. 
it can be used repeatedly without rins- 
ing, and without causing any build-up 
of film or discoloration. It is safe on 
every type of surface and pleasant to 
the hands. As for economy, concentra- 


ABRASIVE 


Write for further information today 


MANUFACTURING COMPANY, INC. 


"Schaffner Bros. make 
things shine” 
Bob — Paul — Gus 


* 


METAL FINISHING, 


* ALL-PURPOSE BUFFING COMPOUNDS 
(LIME) 


December, 


SCHAFFNER CENTER *© ROSEWOOD 1-9902 


* EMERY CAKE * 


COMPOUNDS MADE 
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IN BAR, 


e EMSWORTH, PITTSBURGH 2, PA. 

* TRIPOLI COMPOUNDS * CHROME COLORING ROUGE * GREEN ROUGE * JEWELERS’ ROUGE 
* CROCUS COMPOUND * STAINLESS STEEL COMPOUNDS * ALUMINUM BUFFING COMPOUNDS 
* WHITE COLORING COMPOUNDS * NICKEL BUFFING 
PLASTIC BUFFING COMPOUNDS * 
PUMICE GREASE STOCK * POLISHING WHEEL CEMENT * STEEL POLISHING COMPOUNDS 


TALLOW GREASE STICK 


SPRAY OR PASTE 
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tions as low as 14 ounce to the gallon 
of water are being used with excellent 


results. 
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Corrosion-Resistant Maintenance 
Coating 
Metal & Thermit Corp., Dept. MF, 


"Rahway, N. J. 


A new vinyl maintenance coating. 
Ucilon Coating 1400, is stated to pro- 
vide the remarkable corrosion resist- 
ance of previous vinyl-based coatings, 
but eliminates strong odors and the 
need for meticulous surface prepara- 
tion, 

The coating resists acids, alkalies. 
water and other causes of early paint 
failure. It can be used for walls, floors, 
ceilings and the exteriors of equipment 
to resist corrosive fumes in chemical 
processing plants and other industrial 
atmospheres. The new coating is self- 
priming and brushes out like oil paint 
with no sagging or dripping. It can 
be applied over bare metal, wood, 
masonry and most previously painted 
surfaces without special surface prepa- 
ration. 


BRAND 


$—500 


Request for SAMPLES 
honored 
IMMEDI ATELY.... 


Schaffner 


Its mild odor and high flash point 
(105°F.) permit application without 
interference with plant routines. Users 
may choose from six colors to combine 
good appearance with a durable pro- 
tective coating. 
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Metal Cleaning Slusher 


Belke Manufacturing Co., Dept. MF, 
946 Cicero Ave., Chicago 51, Ill. 


Quick cleaning of metal parts with- 
out hand labor is afforded by an im- 
proved motor driven slusher. Material 
for cleaning is suspended in the clean- 
ing or rinsing solution on a horizon- 


tal rod which moves on an are. Th 
parts move up and down also sidewise 
through the solution producing a slush 
ing action that washes away the dirt 
The parts may be suspended on plating 
racks, in baskets or on wires. Electrica| 
connection for electrical cleaning can 
he furnished. 

The improved slusher is available 
complete with tank or can be furnished 

fit present tanks. Drive motor is 
1, H.P.. available for single or three 
phase. 
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Non-Scaling Aluminum Etchant 


Wyandotte Chemicals Corp., J. B. 
Ford Div., Dept. MF. Wyandotte, Mich. 


Mil-Etch is a caustic-type. non-dusty 
aluminum etchant which suspends dis- 
solved aluminum in solution elimina- 
ting scale build-up that must be chipped 
off on walls of tanks (see photo). This 
new product will not develop scale 
throughout the entire use cycle. It pro- 
duces a smooth, bright, satin finish 
surface and may be used for both 
regular deep etching of all standard 
aluminum alloys. The material devel- 


STAINLESS STEEL 


ALL PURPOSE” 
CUT AND COLOR 


“MANUFACTURING 


"Schaffner Bros. make 
things shine” 
Bob — Paul — Gus 


(LIME) * 
PUMICE GREASE STOCK * 


* 


SCHAFFNER CENTER 


EMERY CAKE * 


COMPOUNDS MADE 
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COMPANY, INC. 


EMSWORTH, PITTSBURGH 2, PA. 


TALLOW GREASE STICK 
STEEL POLISHING COMPOUNDS 
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ops a low level, never excessively high, 
foam blanket which effectively pre- 
vents fuming. Lightly soiled work may 
be etched without any pre-treatment: 
dirty work or work containing heavy 
oil or drawing compound should be 
pre-cleaned. Treated work be 
anodized if desired. 

The product is non-dusty, will not 


"Schaffner Bros. make 
things shine” 
Bob — Paul — Gus * 


METAL 


FINISHING, 


(LIME) 
PUMICE GREASE STOCK * 


December, 


After 


cake in the drum, and has good tank 
life. It may be used until “loaded” 
with dissolved aluminum. A simple test 
kit is provided users for effective solu- 
tion control. 

The etchant is a free flowing granu- 
lar product which is sold in full, open- 
head steel drums containing 425 lbs. 
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give more 
mileage... 


Corrosion Resistant Pump 


Vanton Pump & Equipment Corp.. 
Dept. MF, 201 Sweetland Ave., Hill- 
side, N. J. 


A pump wherein fluids handled are 
in contact only with Teflon or Kel-F 
is designed for use with many extreme- 
ly corrosive fluids, including those 
which could not be handled previously 
with other plastic or stainless steel 
materials of construction. 

Since shaft seals and stuffing boxes 
are eliminated in the pump design, 
fluids or slurries are wholly isolated 
in a passage formed by the outer sur- 
face of the Kel-F liner and the inner 
surface of the Teflon or Kel-F body 
block. Operation of the pump is by 
means of an eccentric shaft and rotor 
assembly rotating within the liner and 
progressively pushing the fluid about 
its outer surface. 

Teflon and Kel-F fluorocarbon mate- 
rials have excellent resistance to tem- 
peratures up to 300°F. and corrosive 
fluids which include strong oxidizing 
acids, mineral acids, alkalies, aliphatic 
solvents and a number of chlorinated 


BUFFS 


* TRIPOLI COMPOUNDS * CHROME COLORING ROUGE * GREEN ROUGE * JEWELERS’ ROUGE 
* CROCUS COMPOUND * STAINLESS STEEL COMPOUNDS * ALUMINUM BUFFING COMPOUNDS 
* ALL-PURPOSE BUFFING COMPOUNDS * WHITE COLORING COMPOUNDS * NICKEL BUFFING 
PLASTIC BUFFING COMPOUNDS * 
POLISHING WHEEL CEMENT * 


* EMERY CAKE * 
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MANUFACTURING COMPANY, INC. 
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CUT YOUR PLATING TIME 
WITH THESE UDYLITE PROCESSES 


HI-C Processes Give Faster Nickel 
Plate on Die Cast or Steel Parts 


In plating some 5000 die cast and steel parts per hour, Rival Manufacturing 
Company of Kansas City, Missouri, use Udylite 514 HI-C and 31 HI-C bright 
nickel processes in combination with two Udylite Full Automatic Plating 
Machines. 


The HI-C (high chloride) baths give faster bright nickel plate than any proc- 
esses ever developed and at the same time brighter, more ductile and smoother 
nickel finishes. They are developments of the Udylite Research Corporation 
and are the only bright high chloride baths available commercially. 


The HI-C processes plate nickel perfectly over copper for die cast parts and 
provide the important underlay for the final chrome plated finish. They are also 
used by Rival as the basic coating on steel before the chrome is applied. 


As every electroplater knows, where the cycles of copper, nickel and chrome 
plating are used, nickel plating is the most time consuming. Therefore, Udylite’s 
development of HI-C for speeding up the nickel cycle is of prime importance. 


The use of Udylite Full Automatics by Rival has greatly increased efficiency 
and economy. Only one man is required to inspect the parts and operate each 
machine. Now there is complete coordination between fabricating, finishing and 
assembly. HI-C processes and the controlled time cycle of plating have 
improved the quality of finish and greatly reduced rejects. 


A Udylite HI-C nickel process and a Udylite Automatic Plating Machine will 
save time, money and improve your product. Let us tell you how. Write us today. 


PLATING SUPPLIER / 


solvents as well as various types of 
fuels, hydraulic fluids and red fuming 
nitric acid. 


The pumps are available with con- 
stant or variable speed electric or air 
motor drives. Capacities are available 
to 5 g.p.m. with pressures to 50 p.s.i. 
Other plastic materials of construction 
are available in sizes to 20 g.p.m. 
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Aluminum Etchant 


Hanson - Van Winkle - Munning Co. 
Dept. MF, Matawan, N. J. 


New 85S aluminum cleaner was de- 
veloped for use as a caustic etchant 
bath and, as such, is an efficient and 
effective means of cleaning and bright- 
ening aluminum surfaces. It contains 
an inhibitor which eliminates forma- 
tion of scale on tank walls and coils, 
the above manufacturer reports. It also 
provides a built-in means of minimiz- 
ing formation of sodium aluminate, an 
etching inhibitor at high concentra- 
tions, providing maximum utilization 
of the caustic soda. 


Complete operating instructions and 
analytical processes are provided for 
the new etchant, to enable the user to 
maintain it at maximum efficiency. For 
example, the bath is initially made up 
with 8 oz./gal. of 85S etchant. As 
sodium aluminate builds up, the etch- 
ant concentration is increased so as 
always to exceed sodium aluminate 
content by 3 oz./gal. The latter will 
reach a maximum of about 15 oz./gal. 


By maintaining this excess etchant 
content, the bath can be operated for 
long periods without dumping, since 
hydrous aluminum oxide will settle out 
in the form of sludge. Dumping is 
necessary only when sludge becomes 
excessive, and it can be flushed 
through standard sewage facilities or 
recovered, if desired. 
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Corrosion-Resistant Relief and 
Back Pressure Valves 


Milton Roy Co., Dept. MF, 1300 E. 
Mermaid Lane, Philadelphia 18, Pa. 


A new line of relief valves and back 
pressure valves can be used with cor- 
rosive fluid at pressures to 1500 p.s.i. 
and temperatures to 250°F. The top 
works of these valves are protected by 

Available in standard 4, 14, 34 and 
l-inch sizes, these valves offer a wide 
range of pressure settings which are 
easily made with a screw driver. For 
high corrosion resistance, valve bodies 
are constructed of cast steel, 316 stain- 
steel, Carpenter No. 20 and 


Hastelloy C. 
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Industrial Hand Cleaner 


United Research & Development 
Associates, Inc., Dept. MF, 151 Oliver 
St.. Newark, N. J. 


“Lano-cel” hand cleaner is designed 
to remove industrial dirts by rinsing 
or wiping clean with or without water. 

It is a non-abrasive cream contain- 
ing lanolin with a new fungicide-bac- 
tericide and is available in 13 and 28 
oz., as well as 6 and 25 |b. cans. 
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Pleated Cloth Buff 


American Buff Co., Dept. MF, 2414 
S. LaSalle St., Chicago 16, Ill. 


A new flexible cloth buff is stated 
to replace full dise buffs for faster cut- 
ting and high, soft coloring. Pleating 
the bias-cut cotton has provided an 
extra strong, buff that wears longer 
than a full disc buff and remains soft 
and flexible. 

The “centerless” construction feature 
of the new buff permits high running 
speeds without burning or discoloring 
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UDYLITE KOROSEAL* LINING 


Answers The Waste Disposal Problem 


Protection of the steel and concrete tanks from the corrosion of acids 
in waste disposal is a problem which must be answered with safety 
and permanence. 


Koroseal* installed by Udylite is the answer because it is impervious 
to the attacks of acid and Udylite methods of application and welding 
techniques insure continuity of protection. 


Here are tanks, eleven steel and four concrete, as large as the one 
pictured above—68 feet in diameter and 20 feet high. Udylite men of 
experience in Koroseal* lining work of all kinds are working to beat 
the weather man to complete this installation. Over 40,000 square 
feet of Koroseal* are being used to line these tanks. 


Almost fifteen years of experience stand Udylite in good stead in 
Koroseal* lining in the factory or out in the field. Udylite developed 
the patented welding torch which welds each seam of the lining and 
assures the finest and tightest tank linings available. Special cements 
and special methods of applying the cements have improved the 
quality of tank linings—experience gained by many years of lining 
tanks in volume. 


For tank linings of any kind—regardless of size or location—it will 
pay you to consult Udylite. Write us today. 


*Product of B. F. Goodrich Company 
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Industrial Demineralizers help produce 
flawless finish for Whirlpool-Seeger 


A good sales talk is backed by practical chemical engineering. The gleaming 
synthetic enamel and porcelain finishes on RCA WHIRLPOOL Washers and Dryers are 
sprayed and baked on metal parts that are prepared for finishing in chemical and 
steam baths and then rinsed in water. Rinse water is a critical factor . . . even the 
finest drinking water can leave salt spots that cause finishes to crack and chip. 
Whirlpool-Seeger engineers have a minimum of rinsing troubles. They use the Industrial 
Demineralizers pictured above to obtain rinse water as pure as commercially distilled 
water. Result: A beautiful, lasting finish coat with virtually no rejects due to salt spots. 


The picture below shows another Industrial installation at Whirlpool-Seeger, a dual- 
softener for supplying soft water to the plant boilers. It cuts maintenance costs by pre- 
venting scale and thus gives a better heat transfer. The company has four Industrial 
installations, each designed to do a specific task .. . each has been a profitable 
investment. 


industrial matches equipment exactly to 
the job, treating every installation as a 
unique problem, with complete chemical 
analysis and survey of methods and ma- 
terials. This objective engineering pro- 
duces equipment that becomes a real asset 
to your company—a tool for quality- 
control and greater output. If you will out- 
line how you use water in processing, we 
will be glad to make recommendations 
and estimates. 


Write for Bulletin 201 and 211 


PRESSURE FILTERS AND EXCHANGERS 


INDUSTR 
FILTER & PU 


the work. Instead of being fastened to 
a solid center, the buff units are se- 
curely held in place by a special grip- 
ping steel ring. leaving space around 
the shaft through which cool air cir- 
culates in all directions. 
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Tumbling Barrel Stand 


Rampe Manufacturing Co., Dept. 
MF, 14915 Woodworth Ave., Cleve- 
land 10, O. 


The Piggy Back Stand is designed 
with two legs to bolt to the frame of 
the screen separator. It supports a 
tumbling unit in position to unload 
into the separator. The stand can be 
used either left or right hand or two 
stands can be used to position two 
tumblers to unload into the same sep- 
arator. Stands are of all steel construc- 
tion for heavy use. 
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Ultrasonic Transducers for 
Cleaning and Processing 


Gulton Industries, Inc., Dept. MF, 
Metuchen, N. J. 


A new series of ultrasonic transdu- 
cers for a variety of moderate scale 
ultrasonic cleaning and _ processing 
applications has been designed for use 
with ordinary organic solvents, aque- 
ous solutions, mild acids, alkalis and 
normal detergents. The units, designa 


ted Glennite Series UT-10, have @ 
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rated power of 250 watts and maxi- 
mum operating temperature of 155°F. 
\ standard coaxial connector is pro- 
vided for V.F. input and the transdu- 
cers are cooled by forced air. The trans- 
ducers are available in '4 and 1 quart 
sizes with operating frequencies of 22 
or 55 ke. 
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High Capacity Vacuum Pumps 


VRC Equipment Corp., Dept. MF, 
160 Charlement St.. Newton Highlands 
61, Mass. 


The Series 4700 mechanical booster 
vacuum pumps can reduce impressively 
the time required for many industrial 
high vacuum processes, according to 
the above manufacturer. Available in 
six sizes from 1.000 to 12,000 CFM. 
these new pumps operate at top capac- 
ity throughout the broad pressure 
range of 5 to 2.200 microns. 

In addition to their ability to pump 
at peak capacity throughout the im- 
portant 5 to 2.200 micron range, the 
Series 4700 have the advantage that 


they use no oil either as a pumping 
medium or as a sealant in the high 
vacuum system. 
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Pressure-Cooled Buffs 


United Buff Products Corp., Dept. 
WF, 231 Oak St., Pasaic, N. J. 


New Type “K” and Type “Q” pres- 
sure-cooled buffs are two of the latest 
developments in the field of buffing. 
They have been developed, tested and 
perfected especially for finishing of die 
castings or permanent mold castings. 

The action of these buffs is such that 
they tend to remove excessive buffing 
compound residues from parts being 
buffed, leaving a cleaner finish prepara- 
tory to the plating cycle, it is claimed. 


The buffs are also exceptionally low 
in cost, generally ranging from 20% 
to 50° below the cost of usual venti- 
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12,000 cfm pvc scrubber* cuts 
weight 83% ...cuts costs 33% 


NOW 12,000 CFM air and acid fume scrubbers are being completely con- 
structed of Vyflex F-92 rigid PVC . . . even to the nuts, bolts, and rings. Only 
the sump is metal, and even it is lined with Vyflex FLIGID PVC lining. 

Little more than a sixth the weight of conventional designs, and costing 
considerably less, the new PVC scrubbers equal or better them in terms of 
performance. In chromic acid service, for example, their efficiency is such 
that 95% recovery of the acid can be affected. 


*fabricated by S & C Mfg. Co., Cincinnati, Ohio 


Often used for hoods, ducts, etc., in corrosive service, Vyflex F-92 is an 
excellent choice for these scrubbers. Inert to the widest range of corrosive 
fume, splash, and liquid at temperatures to 165F, this unplasticized Polyvinyl! 
Chloride offers such attractive physicals as high tensile and flexural strength, 
hardness, abrasion resistance, and electrical and thermal insulation proper- 
ties. High strength-to-weight ratio even permits such large structures as these 
scrubbers to be suspended easily from plant ceilings. 

Well equipped, highly experienced Kaykor fabricators across the country 
stand ready to solve your corrosion problems with standard or custom de- 
signed equipment and parts of Vyflex F-92 PVC. 

GET THE FACTS! Write for complete information in new Bulletin 
“F-92”, Available free on request to Kaykor Industries, Inc., 4403 Broad 
Street, Yardville, New Jersey, or ask your local Kaykor fabricator. 


KAYKOR INDUSTRIES INC. 


Division of Kaye-Tex Manufacturing Corp. 
YARDVILLE, NEW JERSEY 


1956 
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KEEP CONTAINER CLOSED 
100 LB. NET 


Why not send us an order to 
cover your next spot need? 


BETTER FINISHES & COATINGS, INC. 


268 Doremus Ave., Newark 5,N.J. © 2014 East 15th St., Los Angeles 21, Calif. 
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lated buffs. Samples are available and 
orders are being shipped regularly. 
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Hot Sawdust Equipment 


Speed-D-Burr Corp., Dept. MF, 3613 
San Fernando Road, Glendale 4, Calif. 


Hot sawdust drying and polishing 
units and accessory equipment, newest 
“of the above manufacturer’s growing 
precision barrel finishing equipment 
line, is now available for industrial 
applications in plants of any size. 

Available in three models (deluxe, 
standard and economy), there are 
units to fit the specific requirements 
of a particular plant need. Each of 
the units may be ordered separately as 


a barrel unit only, as a barrel unit 
with deluxe elevator refill (photo) or 
as a barrel unit with standard mechan- 
ical separator. Cabinet construction on 
the deluxe model is of heavy gauge 
tailored steel, aircraft truss design, en- 
closed and streamlined and finished 
in Vista Green. The standard models 
are the same as the deluxe line except 
that the cabinet is semi-streamlined. 
For the economy line, an open heavy 
angle-iron design of heavy gauge steel 
finished in Vista Green. The barrel 
is the same for all models and is a 
heat jacketed, all welded construction 
of heavy gauge tailored steel, 24” x 
24” — 5 cu. ft. capacity, finished in 
Safety Yellow. These units utilize 
power of a 14 HP, 110 volt, single 


METAL FINISHING, December, 


phase gear motor with switch and gas 
venturi, though on special order extra 
HP and/or 3 phase, 220/440 motors 
are available at slight extra cost. 

The Deluxe Elevator Refill may be 
used with all three models or purchased 
as a separate accessory as desired. This 
unit comes complete with top parts pan 
(1 screen furnished — of a desired 
screen size), a pneumatic vibrator 
separator, bottom storage pan and 
screw elevator for automatic barrel 
filling, with a 4% HP, 110 volt single 
phase motor and switch. The Standard 
Mechanical Separator may also be pur- 
chased as a separate unit or may be 
used in conjunction with the three 
models. This unit comes complete with 
top parts pan (1 screen furnished — 
of a desired screen size), pneumatic 
vibrator separator and bottom sawdust 
storage bin. A complete line of door 
accessories is also available as are the 
bound screens (no sharp edges) — 
available in screen sizes of 1/32” steps 
from 1/32” through 2”. 

Completing the hot sawdust line of 
equipment is the Mity-Mite hot saw- 
dust unit that comes complete with top 
ing pan for separation with an enclosed 
parts pan, bottom storage and handl- 
and streamlined cabinet of heavy 
gauge tailored steel in aircraft truss 
design and finished in Vista Green. The 
barrel is heat jacketed — all welded 
construction of heavy gauge tailored 
steel with a 1.2 cu. ft. capacity, finished 
in Safety Yellow. 
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Portable pH Recorder 


The Bristol Company, Dept. MF. 
Waterbury 20, Conn. 


Portable, self-contained, pH measu'- 
ing and recording instruments requir- 
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ing no external power supply are now 
available for field surveys of stream 
pollution, waste-treatment plant efflu- 
ent, and industrial water supplies, as 
well as in-plant studies at locations 
where a permanently mounted pH re- 
corder is not desired for any reason. 
or where power is not available. 


The new device consists of two units: 
a Model 524 pH recorder and a Beck- 
man N-2 amplifier. This equipment 
will cover the total pH range of 0-14 
in two partial ranges of 0-8 and 6-14. 
Selection is by means of a switch lo- 
cated on the amplifier. The recorder 
uses carbon-coated 68-inch diameter 
charts. and makes a record with a vi- 
brating-type stylus. The chart drive 
can be set to rotate the chart in either 
| hour or 24 hours, depending on the 
application. 


The two units together weigh less 
than 50 pounds, and are compactly ar- 
ranged for easy transport from one 
location to another. Temperature com- 
pensation is by means of a manual 
adjustment, after reading the tempera- 
ture of the liquid being tested. Vari- 
ous types of electrodes are available. 
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Anodizing Rack 


Robé, Inc., Dept. MF, Box 8605 
Washington 11, 


A truly versatile anodizing rack is 
now available, that can actually reduce 


-DRIES...48 It 
DRIES! 


Now you can spin-dry small parts 
in continuous fresh air in as little 
as 15 seconds... . cut drying time 
just about one-half. 


Double-action drying gives yousmooth 
moisture-free surfaces . . . reduces your 
finishing problems by eliminating the 
scarring and marring frequently respon- 
sible for costly “‘rejects.”’ 

Speed production . . . cut costs way 
down with New Holland’s easy-to-run 
Model 20 Kreider Centrifugal Dryer. 

Choose from 3 models engineered to 
meet your requirements: — Standard 
Model; Standard Model with Supple- 
mentary Electric Heat; Standard Model 
with Supplementary Steam Heat. 


Model 20 New Holland 


KREIDER 
Centrifugal Dryer | 


— SPECIFICATIONS: — 


1 h.p. motor—220, 
440, 550 volts—2- or 
3-phase—spins 75 lb. 
loads at 825 r.p.m... . 
Quiet V-belt drive . . . 
30-blade suction 
turbine draws air 
through spinner . . . 
Arc-welded steel-plate 
construction . . . 
Heavy-gauge woven 


steel mesh basket .. . 
Weight: 490 lbs... . 
Floor space: Just 
under 5 sq. ft. . . . 
Meets N.F.C. Specs. 
Optional: J.1.C. Con- 
trol: Mounted on right, 
left side or wall. 

160° supplementary 
heat: 2350-watt 
Chromalox, or steam. 


Send for illustrated 4-page folder. 
Address Dept. MF-126 

New Holland Machine Company 
New Holland, Pa. 


Si New Holland Machine Company 
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rack costs. The rack is fabricated en- 
lirely out of titanium, and is designed 
to permit easy and rapid adjustment of 
contact pin spacing, while assuring 
effective electrical contact where it is 


needed. 
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The titanium VAR is resistant to all 


of the chemical solutions that are en- 
countered in the anodizing process, and 
forms a light non-insulative coating 
which does not have to be stripped 
after each cycle. 


Additional benefits are: 


a. Long service life, as much as 100 


times greater than aluminum and mag- 
nesium anodizing racks, 


b. Easily accommodates work hav- 


1956 


ing a wide variety of sizes and shapes, 
3. Rack coatings are not needed, 

4. No stockpiling of useless racks, 
e. No special rack design costs, 

f. Very low amperage requirements. 
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Large Capacity Spray Nozzle 


Spraying Systems Co., Dept. MFP, 
3201 Randolph St., Bellwood, Ill. 


A new, large capacity flat spray 
nozzle, identified as the 2-U-Veejet, is 
the largest of its type ever produced 
by the company. Capacity of ihis new 
type nozzle ranges from 73 gpm at 15 
psi to 330 gpm at 300 psi. It is sup- 
plied in choice of two types of spray 
angles. The nozzle is designed free of 
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METAL SURFACES LAST LONGER 
with a COATING OF STANLEY CUSTOM PLASTISOL 


Plating racks, appliances, and most metal 
surfaces that need protection are safer 
under one of Sianley’s complete line of 
plastisols. High resistance to chemicals, 
corrosion, and hard use plus a tough, at- 
tractive surface that looks like baked 
enamel but lasts longer are two reasons 
why Stanley Plastisols over Stanley Primers 
are turning up on more metal products 
every day. Write for more information and 
ask about Stanley Stop-Off Coatings for 


TANLEY 


platers. Address Stanley Chemical Com- 
pany, 81 Berlin St., East Berlin, Conn. 
Midwest representatives: Howell Industrial 
Plastics, Grand Rapids, Michigan. 


Ask for FREE Bulletins 
on Stanley plating rack 
coatings. 


LACQUERS 
‘SYNTHETICS 
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cores, vanes or obstructions of any 
kind and is made with a 2” male pipe 
connection. Designed for heavy duty 
cooling and washing operations, the 
nozzle is also suitable for other applica- 
tions where a large capacity flat spray 
is desired. It is made standard in brass 


and can be supplied in other materials 
upon order. 
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7umm Chemical 
Appoints Applegate 


The Frederick Gumm Chemical Co.., 
manufacturers of Clepo products, an- 
nounces the appointment of C. Foster 
Applegate as distributor representa- 
tive in the East Central New York 
State area. Mr. Applegate is a grad- 


METAL 


FINISHING, 


C. Foster Applegate 


uate of Colgate University and has 
previously been associated with the 
Hudson Motor Co., Columbian Rope 
Co., and the Holcomb Steel Division 
of Crucible Steel. 


Mr. Applegate’s address is 101 
Revere Road, East Syracuse, N. Y. 
Phone East Syracuse 725797. 


Free Course in Electroplating 


The course of study in electroplating 
given at the Fort Greene Evening High 
School, 29 Fort Greene Place, Brook- 
lyn, N. Y., (formerly Brooklyn Eve- 
ning Technical High School) will be- 
gin its spring term on February 4. 
1957. 

The session is divided into classroom 
discussion and laboratory experiments. 
The classroom topics will include 
simple calculations. reading graphs. 
chemistry of the plating tank, pH, wet- 
ting agents, pitting, deionizing. The 
laboratory experiments will include 
solution analysis, Hull cell studies, ano- 
dizing. 

Registration begins January 28, 
1957. and daily thereafter from 7:00 
to 9:00 P.M. Classes will meet on Mon- 
davs and Wednesdays from 6:45 to 
8:15 P.M. including about six (6) 
Fridays. The term begins February 4 
and ends June 27, 1957. Register with 
Mr. 1. Serota in Room BW17 or 3E10 


Changes in Management 
Announced by American Buff 


Ben P. Sax, founder of American 
Buff Co., Chicago. has moved from 
president to board chairman of the 
firm. 

A new management lineup for the 
company includes Leonard B. Sao 
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as president; Stanley P. Sax, of De- 
troit, executive vice-president in charge 
of sales; Nathan E. Sax, vice-presi- 
dent: and Harold N. Sax, secretary. 


Iritox Chemical Expands 


Iritox Chemical Co. announces the 
expansion of the firm’s activities. On 
Nov. 5, they moved to larger quarters 
at 229 Fourth Ave., N.Y.C. Phone: 
AL. 4-9574, 


Coincidental with the move Miss 
Florence S. Okwit, with the company 
for several years, moves up to manager 
of the non-ferrous metal purchasing 
department. Joseph Sweeney, formerly 
with International Nickel Co., has been 
named executive in charge of opera- 
tions at the Lebanon, Penn. plant. 
where the firm processes non-ferrous 
metals and alloys. 


H-VW-M Names Bagwell 
Chief Engineer 


Charles E. Bagwell has been named 
chief engineer at Hanson-Van Winkle- 
Munning Co., according to an an- 
nouncement from the company. In this 
capacity he will be in charge of all 
equipment design and engineering for 
the company’s extensive line of auto- 
matic metal finishing machinery and 
processes, 


Mr. Bagwell’s experience and train- 
ing in electronic controls and engineer- 
ing design will be applied to extend- 
ing new principles of automation and 
control to metal finishing problems. 
He will be chiefly concerned with ad- 
vance design concepts for automatic 
controls for aircraft and missiles. Dur 
ing this period he also worked with 


Charles E. Bagwell 


METAL FINISHING, 


for throwing power 


Plating deep recesses and de- 
pressions in the die cast bases 
of world-famed OSTERIZER 
Blenders is quick and easy with 
Seymour Bright Nickel. 

Greater throwing power, high 
ductility and easy control are fea- 
tures which distinguish Seymour 
Bright Nickel Solutions.. Because 
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SEYMOUR 


THE SEYMOUR MANUFACTURING CO. 
4 FRANKLIN STREET, SEYMOUR, CONNECTICUT 


UE SEYMOUR 


they also eliminate buffing and 
polishing before chrome plating 
and are shipped in throwaway 
containers, they're tops with elec- 
troplaters everywhere. 

Let Seymour help solve your 
plating problems in its Experi- 
mental Plating Laboratory. Write 
for details without obligation. 
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airborne fire control systems and radar 
controls. 

Mr. Bagwell was vice-president of a 
consulting engineering firm from 1954 
to 1956. He was concerned at this time 
with control systems, computers and 
the application of specialized controls 
to commercial machinery. 

He is a graduate of the U. S. Naval 
Academy (1943) and served in the 
European and Pacific theaters until 
1946. Before attending Annapolis he 
studied chemical engineering at Ge- 
orgia Tech. He also took graduate en- 
gineering courses at the University of 
Pittsburgh (1947-50), where he spe- 
cialized in servomechanism theory. 
physics and the study of electronic 
controls, 
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Industry Receives 


Additional Nickel 


Arthur S. Flemming, Director of De- 
fense Mobilization, announced on Oct. 
17, that he has authorized an addi- 
tional diversion to industry of 5 million 
pounds of nickel scheduled for ship- 
ment to the Government during the 
fourth quarter of 1956. 


This latest action will bring total 
diversions for the fourth quarter to 25 
million pounds and for the entire year 
io 79.3 million pounds, 

At the same time Mr. Flemming also 
authorized the diversion to industry 
of all nickel scheduled for shipment 
both to the national stockpile and to 
the Defense Production Act inventory 
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SELL US 


PURE OR 
CONTAMINATED 


YO 


NICKEL 


FOR DIRECT MILL SHIPMENT 


We Purchase 


| NIMONICS 


6500 E. ROBINWOOD 
DETROIT 34, MICHIGAN 


Other Divisions: Wolverine Steel Sales Co., Korman Barrel and Bag Co. 
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in the first quarter of 1957. This is 
the first time since the Korean situa- 
tion, he pointed out, that the govern- 
ment will not be in the market for 
nickel. 


Diversions for the subsequent quar- 
ters of 1957, he said, will be consid- 
ered at a later date. 

Mr. Flemming’s decision followed 
consultation with the Defense Mobiliza- 
tion Board. 


Armour Holds Training Session 


Sales representatives from Abrasive 
Specialists of Milwaukee, Wis. and 
from Bomhard Supply, Steubenville. 
Ohio, recently completed a one-day 


98 


training session at the Coated Abra- 
sives Division, Armour & Co., Alli- 
ance, Ohio. 


D. L. Mulgrew and C. Hinkle repre- 
sented Bomhard Supply while E. 
Boeck, H. Keever, and P. De Veau 
represented Abrasive Specialists of 
Wisconsin. The training session in- 
cluded technical training in the appli- 
cation of coated abrasives as well as a 
plant tour. 


MacDermid Appoints Patrick 


To expand new product service fa- 
cilities, MacDermid, Inc., Waterbury, 
Conn., has announced the appointment 
of J. Douglas Patrick to the post of 
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J. Douglas Patrick 


product development engineer. He will 
devote full time to product testing and 
development in the field. concentrating 
in the New England area. He brings 
to the company 16 years of metal 
cleaning, plating and finishing experi- 
ence. 

Mr. Patrick has been active in all 
phases of metal finishing as foreman. 
superintendent of plating and process 
engineer, having been until recently 
with the Electrochemical Section of 
General Motors’ Frigidaire Division. 
He is an active member of the Amer- 
ican Electroplaters’ Society and The 
Electrochemical Society. 


Sel-Rex Precious Metals Expands 
Product Line, Changes 
Corporate Name 


Sel-Rex Precious Metals, Inc., has 
expanded its product line to include 
electroplating processes and chemicals. 
other than precious metals, as well as 
electroplating equipment of their own 
design and manufacture. according to 
an announcement received recently. 


The corporate name _ has_ been 
changed to Sel-Rex Corporation, with 
executive offices at 155 Manchester 
Place, Newark 4, N. J., in order to 
avoid the misleading impression that 
the firm deals exclusively in precious 
metals. 


Officers of the new corporation are: 
M. M. Messing, president; E. C. Rink- 
er, vice-president-general manager; L. 
R. Collart, vice - president - treasurer: 
and F, W. Brearley, assistant secretary. 


Dr. Robert J. Rohr Joins Magnus 


Dr. Robert J. Rohr, has joined the 
Magnus Chemical Co., Inc. of Gar- 
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Dr. Robert J. Rohr 


wood, N. J. as Midwest regional sales 
manager, responsible for the admini- 
stration of sales and service activities 
in the midwestern area. 

Dr. Rohr holds an undergraduate de- 
gree in mechanical engineering from 
Georgia University and a Master’s and 
Ph.D. in chemistry from the same 
university. He has spent many years in 
the sales and service of metal-treating 
chemicals and equipment in this coun- 
try and Europe. He is a member of 
the A.E.S. and A.S.M.E. 

Thrice wounded in World War II. 
he holds the coveted Silver Star cita- 
tion and is now active in the Air 
Force Reserve. With his wife and 
three children, Dr. Rohr resides in 
Lake Villa, Ill. 


Seymour Mfg. Appoints Castellano 


The Seymour Mfg. Co., Seymour, 
Conn., has named Eugene N. Castel- 
lano manager of the company’s bright 
nickel department. Mr. Castellano’s ex- 
tensive background in chemistry in- 
cludes four years of research and pro- 
duction chemistry in the electroplating 
field. 

Prior to his present affiliation, he 
was with Bart Laboratories. He holds 
a B.S. degree in chemistry from Seton 
Hall University. and is an active mem- 
ber of the American Electroplaters’ 
Society. 


Earley Appointed Sales Manager 
of Sulphur Products Co., Ine. 


Due to the recent death of Wilfred 
S. McKeon, founder, Sulphur Products 
Co. announces the appointment of M. 
F. Earley as sales manager. 

Mr. Earley, a resident of Meyersdale. 
Pa.. will handle national sales from 
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HAMMOND MODEL VRRO 
Two-Spindle Variable Speed Lathe 


with 


ALSO AVAILABLE 
IN WIDE SWING 
MODEL VRROW 


yP PRODUCTION— REDUCE FINISHING COSTS 


DOUBLE SPINDLE LATHES 


| @ No ‘down time" for one operator when the 

| other changes wheel — each operator has his 
own motor, control and variable speed drive. 

@ Convenient Variable Speed dial is within arm's 
reach of the operator — no ‘‘climbing"’ around 
in back to change speeds. 


@ Wheel economy and better finish. As wheel 


Wide swing construc- 
tion, with extended 
| bearing housings and 
spindles, provides ad- 
| ditional working space 
| for large, bulky pieces. 
| 
| 


Since '82”’ 


wears each operator can increase speed — to 
maintain constant peripheral speed for uniform 
and better finish, maximum production and 
wheel life. 

@ Available in 3 sizes —two 5 HP, two 7% HP 
or two 10 HP. 


Cost reduction is the need of the day — 


Write for catalog. 


1601 DOUGLAS AVE. — KALAMAZOO, MICHIGAN 
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his office at 621 West Pittsburgh St. 
in Greensburg, Pa. 


Ross to Handle 
Quelcor Products 


Ross Equipment Co., Denver. Colo.. 
has been appointed to handle the 
sales and servicing of Quelcor Inc., 
plastisol products in Colorado, south- 
ern Wyoming, eastern Utah and north- 
ern New Mexico. President of Ross 
Equipment is Ross Recktenwall, Jr. 


Nankervis Occupies New Plant 


George L. Nankervis Co. announces 
the completion and occupancy of its 
new multi-million dollar facility de- 
signed to accommodate its own manu- 
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facturing operations and those of its 
recently acquired subsidiary, the Com- 
mercial Research Division. Located on 
a 5 acre site in Northwest Detroit, the 
new plant comprises approximately 
90,000 square feet. Large areas of 
glass and brick and one story construc- 
tion give the plant a modern “ranch 
type” appearance. Off-street parking is 
provided for 300 cars. Besides being 
located advantageously to several arter- 
ial highways, the site is served by a 
double spur of the Chesapeake and 
Ohio Railway. 

All manufacturing activities, such as 
sheet metal fabrication, metal finishing. 
electrical, mechanical, testing and cali- 
bration. flowmeter assembly, etc., are 
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grouped around a general assembly 
area allowing a natural flow of work 
throughout the plant. Five traveling 
bridge cranes cover the manufacturing 
area enabling motors, transmissions, 


large assemblies. etc.. to be handled 
with ease. 

Three fully equipped laboratories 
are provided for electronics. instrument 
research and development, and electro- 


chemical analysis. Executive, staff and 
engineering offices are located around 
a general office area where the file 
records are kept. An attractively dec- 
orated coffee-kitchen-lunchroom is pro- 
vided for employee use. Programed- 
music is heard throughout the plant. 


The new plant is located at 15300 
Fullerton, Detroit 27, Mich. 


Federated Metals of Canada, Ltd.. 
Opens New Montreal Plant 


Federated Metals of Canada, Lid., 
has opened the second of its two new 
Canadian non-ferrous metal fabrica- 
tion, processing, and refining plants. 
Official opening ceremonies were held 
on November 2nd at the new Mon- 
treal facility. The plant is located on 
a 9-acre tract in the suburb of Lachine. 
and consists of some 40,000 sq. ft. of 


floor space. The company recently 
opened another plant in Toronto, lo- 
cated on an 18-acre tract in the town- 
ship of Scarsborough. 

These new plants produce and dis- 
tribute such specialized products as 
solder, grid metals, antimonial leads, 
type metals, babbitt metals and zinc 
die casting alloys. In addition, the new 
Montreal plant also fabricates lead 
sheets, pipes, traps, and bends, and 
operates a lead construction depart- 


BUFFS FOR INSIDE POLISHING 


GOBLET BUFFS, TAPER BUFFS, CYLINDER BUFFS, SMALL POLISHING WHEELS, 


RAZOR EDGE BUFFS, and many others for deburring, polishing and grinding any internal 


contour. 


Write for additional information or contact your local dealer. These buffs are 
stocked by many dealers throughout the country. 

We manufacture a COMPLETE LINE OF BUFFS including full disc loose 
and sewed buffs and polishing wheels. Our metal center BIAS TYPE BUFF may 


help cut your polishing costs. 


Your request on your letterhead will bring our complete catalog by return mail. 


BARKER BROTHERS INC. 


ESTABLISHED 1911 


1660 Summerfield Street 


Canadian Distributor — LEA PRODUCTS COMPANY, Montreal 
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ment for Canadian industry. Further. 
the new plants also handle and process 
practically every type of non-ferrous 
scrap available in Canada. 


Stevens Appointed Sel-Rex 
Precious Metals Representative 


The appointment of Peter Stevens as 
sales engineer for the Midwest area. 
has been announced by Sel-Rex Prec- 
ous Metals, Inc., Belleville, N. J. 

Stevens brings a background of 15 
years’ diversified experience in_ the 
metal finishing industry to his new 
position. Well qualified to assist ac- 
counts in his assigned territory from 
a technical as well as a sales point of 
view, his experience includes plan‘ 
layout, cost analysis and trouble-shoot. 
ing. 

A chemical engineering graduate of 
Cooper Institute of Technology, Stev- 
ens served as plating consultant and 
technical service man on the industrial 
applications of the firm’s products for 
three years immediately prior to his 
current assignment. 

Stevens’ temporary headquarters will 
be located in Chicago, although he 
will report to the Detroit office, located 
at 18040 James Couzens Highway, un- 
der the jurisdiction of S. S. Wilson, 
vice-president in charge of Midwest 
operations. 


Cole Named Production Head 


Jack Cole has been appointed head 
of production for Regco, a division of 
Crown Chemical and _ Engineering. 
Culver City, Calif., manufacturers of 
DC power supplies. 

Mr. Cole formerly was with National 
Supply of Torrance, Calif., in charge 
of instrumentation development. He 
previously was with Douglas Aircraft. 
El Segundo, Calif., in the electrical 
maintenance department in charge of 
instrumentation and ground power 
supplies. 

The new production head will be 
responsible for the expanded manu- 
facturing program of the company. 
which has recently added a line of 
electroplating power supplies. 

The company, formerly Regulator 
Engineering and Development Co.. 
was purchased recently by Crown 
Chemical and Engineering. 


Baker Succeeds Embshoff 
at Infileo 


Retirement of A. C. Embshoff from 
active management of the Industrial 
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A. C. Embshoff 


Division of /nfilco /nc., manufacturers 
of water and waste treatment equip- 
ment with headquarters in Tucson. 
Ariz., was announced recently. 

Mr. Embshoff specialized in hy- 
draulic design, flotation research and 
boiler feedwater engineering before he 
joined the company thirty-five years 
ago. His wide experience in water 
treatment problems of the petroleum, 
pulp and paper and other industries 
will still be available to the company 
as a general consultant to the Sales 
Division, a position he accepted on his 
retirement on September Ist. 

O. E. Baker succeeds Mr. Embshoff 
as manager of the division. Orlen 
Baker has been a member of the in- 
dustrial division of the company for 


_and Power Washers" 


O. E. Baker 
three years. He, like Mr. Embshoff, 


received his degree in chemical engi- 
neering from Purdue University. 


Lowe to Head Up 
Cowles Michigan Sales 


Clyde E. Lowe is now Detroit dis- 
trict manager for Cowles Chemical Co., 


Cleveland, Ohio. 


Lowe will be in charge of the sale 
and servicing of the firm’s cleaners. 
phosphate metal coatings, and related 
metal finishing chemicals. He will work 
with Eaton Chemical and Dyestuff 
Corp., distributors of Cowles’ metal 
finishing chemicals in Michigan and 
Northeastern Ohio. Lowe’s home and 
headquarters will be moved to Detroit 
as soon as feasible. Meanwhile he will 
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Call our Engineering Department for the latest in: 
ULTRASONIC CLEANING MACHINERY 


Complete line of washers, tanks, ovens, and allied 
process equipment. 


* AMCO EQUIPMENT CORP. Div. of Randall Mfg. Co., Inc. 


807 Edgewater Rd., New York 59, N.Y. 
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DEGREASER 


= Courtesy Ford 
Motor Car Co., 
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ONE POWDER! 


New Powder Gives 


One-Dip Brightening 


Mirror-bright, iridescent-free sur- 
faces on zine plate can now be 
obtained with NO BRIGHTENERS 
in the zinc bath! This revolutionary 
process requires just one easily han- 
dled powder, KENVERT No. 16. 
It is packaged in disposable drums 
with polyethylene liners, and offers 
savings up to 50° over previous 
methods. The new process operates 
satisfactorily in the temperature 
range from 90 to 110°F. with no 
ventilation required, and offers ex- 
cellent corrosion protection and 
unusual resistance to staining and 
Other are 


available for economically brighten- 


fingerprints. powders 


ing and passivating work from 


bright plating baths. 


CONVERSION 
CHEMICAL 
CORPORATION 


98 E. MAIN STREET, ROCKVILLE, CONN. 
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Clyde E. Lowe 


commute week ends from his home in 
Bay Village, Ohio, near Cleveland. 

Lowe is married, one child, and a 
veteran of more than 16 years with 
the company’s Metal Cleaner Depart- 
ment. During most of that time he has 
worked out of the main office in Cleve- 
land. He has also represented the firm 
in Pittsburgh and in Chicago. 

That portion of Lowe’s territory that 


was located in Cleveland and Central 
Ohio will be absorbed into the terri- 
tory now being covered by Elmer A. 
Lord. who will continue to make his 
headquarters in Cleveland. 


Thermal Appoints Page 


Thermal Research and Engineering 
Corp. of Conshohocken Pa., announces 
the appointment of Wm. Page as dis- 
trict sales engineer in the Cleveland 
office located at 2000 Warrensville 
Center Road, Cleveland 21, Ohio. The 
firm manufactures specialized combus- 
tion and heat transfer equipment in- 
cluding gas, oil and combination high 
velocity burners, heat exchangers, air 
heaters. 


Queleor Forms Subsidiary 

The formation of Quelcor of Cin- 
cinnati, Inc., as a subsidiary has been 
announced by Quelcor, Inc., Chester. 
Pa. The new organization will extend 
the firm’s activities in the field of 
corrosion resistant plastisols into an 
area where customer demand has been 
continually increasing. 


The new plant combines the broad 


John Kozacik 


experience of technical personnel in 
the Ohio area with the specialized skills 
of the Chester plant in rigid polyviny! 
chloride fabrication, tank linings, dip 
coating of large sections and moulding 
of plastisol parts. 

Quelcor of Cincinnati will operate 
under the direction of John Kozactk. 
president, and Raymond Mueller, secre- 
tary-treasurer. Mueller is President of 


Prompt Delivery 


NICKEL 
ANODES 


NICKEL SULFATE 
NICKEL CHLORIDE 
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NICKEL CARBONATE 

COPPER CYANIDE 
All Plating Chemicals 

Automatic Plating & Polishing Equipment 


IRITOX 
CHEMICAL COMPANY 


5 Union Square West, New York 3, N. Y. 


WaAtkins 4-1977 


IMMEDIATE OPENINGS 


Chemists and 
Chemical Engineers 


For work on Materials 
Application and Process 
Development in the Fields 
of Organic and Plated 


Write, or wire, at once to 
Employment Department 
Scientific Personnel Section F. 


THE NATIONAL CASH 
REGISTER COMPANY 


Coatings 


Dayton 9, Ohio 
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Camden, N. J.: The Barrett Co.. Chi- 
cago, Illinois; Commercial Solvents 
Corp., Terre Haute, Ind. and Carbide 
and Carbon Chemical Corp., Whiting. 
Ind. 

Kozacik is a member of the Engi- 
neering Society of Cincinnati, a past 
president of the National Association 
of Foremen, and a member of the 


will handle the sales function. 


Toms River — Cincinnati Chemical 
Corp., Cincinnati, Ohio and Toms 
River, N. J. He was a member of the 
company’s executive management com- 


sociated with General Chemical Co.. 


Raymond Mueller 


Ray Mueller and Associates and he 


Kozacik, a Purdue graduate, class 
of 1934, has been assistant manager at 


mittee. Previously he had been as- tion applications. 


speakers committee of the local 
Chemical Progress chapter. 


H-VW-M Names Shockley to 
West Coast Sales Post 


Hanson-Van Winkle-Munning Co. 
has announced the appointment of H. 
Don Shockley as rectifier sales engi- 
neer for the west coast district. 


In this capacity he will assist in the 
selling and servicing of rectifiers for 
metal finishing operations, particularly 
electroplating and anodizing. He will 
work through and with H-VW-M per- 
sonnel and offices in Los Angeles and 
San Francisco. He will also expand the 
company’s efforts in the industrial rec- 
tifier field, especially aircraft produc- 


Previous to joining the firm, Mr. 


H. Don Shockley 


Shockley was with J. B. Seage. Inc.. in- 
dustrial engineering contractors. serv- 
ing first as engineer and then chief 
engineer. During this time he had con- 
siderable experience in the installation 
of electroplating equipment. particu- 
larly rectifiers. Before working with 
Seage, Mr. Shockley spent a short time 
with the Western Gear Works of Lyn- 
wood, California as project engineer. 


METAL 


My advice is: Be mod- 
ern and save money. 
Buy something much 
better than the old- 
fashioned pipe coil — 
namely — a 


BEAN UWERMO-PANEL CONE 


This is one of many 
Dean Thermo-Panel 
Coil designs. Ask for 
complete data. Tell 
us your needs. 


See our advertisements in all 1956 issues of 


Metal Finishing beginning with February. 


Backed by 20 Years of Panel Coil Manufacturing. 


DEAN THERMO-PANEL COIL DIVISION 
DEAN PRODUCTS, INC.°'? Franklin Ave. 


Tel. STerling 9-5400 


BEAM-KNODEL CO. 


Metropolitan Distributors 
HANSON-VAN WINKLE-MUNNING CO. 


Complete Service for Metal Finishing 


Products Listed Below Available in New York 
Stock With Reasonable Exceptions 


GENERATORS 
Anodes, All Kinds Tallow Nickel Salts 
Brushes Rouge ee Salts 
yanide 
Plating Barrels 
Tripoli Comp. Emery 


Polishing Wheels 
Polishing Lathes 


195 LAFAYETTE ST., COR. BROOME 
Phone CAnal 6-3956-7 NEW YORK 12, N. Y. 


Acme White Finish Glue 


FILTERS 
MAIZO LEA Buffing 
Drying & Polishing 
Materials PRODUCTS 
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He is a graduate of the University 
of Southern California where he re- 
ceived his B. E. in mechanical engi- 
neering in 1950. 


King Co. Offers 
Plastisol Coatings 


Alfred B. King Co., Devine St., 
North Haven, Conn. announces it is 
now offering a specialized protective 
coating service for electroplating equip- 
ment subject to rust or corrosion. 

The company states that it will 
apply plastisol coatings in their North 
Haven plant, and will arrange for 
necessary transportation of equipment 
to be coated to and from their plant. 


Olin Mathieson 
Appoints Weeks 


Kenneth L. Weeks, Jr. has been 
appointed superintendent of Olin 
Mathieson Chemical Corp. operations 
at Brunswick, Ga. Now under con- 
struction, the Brunswick facilities are 
expected to be ready for use shortly 
after the first of the year. They will 


‘Industry's Abrasive 


(BONDING CEMENT 


for Wheels and Belts 


We're not asking you to commit yourself blindly with 
a large order. In fact, we’re offering you a generous free 
sample so that you can give a wheel or belt a good 
competitive work out. Just fill in and mail us the coupon 
below. The sample of GRIPMASTER will be in your hands 


in a few days. 


LEA-MICHIGAN, INC. 


14066 Stansbury Ave., Detroit 27, Michigan 


(A member of the well known Lea Group of Finishing Specialists) 


PRODUCTION TESTS SHOW 25° TO 35° INCREASE 


IN WHEEL OR BELT LIFE 


LEA GRIPMASTER offers other values, too. For example, 
it sizes as well as bonds. Its single grade bonds effectively | 
o wide range of grit sizes. It’s more flexible. | 


Kenneth L. Weeks, Jr. 


provide chlorine and caustic soda for 
use in the manufacture of finished 
chemicals in the South Atlantic states. 


Mr. Weeks joined the company in 
1952 as a foreman at its McIntosh, 
Ala., plant and was made purchasing 
agent at that location a year ago. He 
was previously with the Allied Chemi- 
cal and Dye Corp. at Huntsville, Ala. 


Associations and Societies 


AMERICAN ELECTROPLATERS’ 
SOCIETY 


Montreal A.E.S. Convention 


The 44th Annual Convention of the 
American Electroplaters’ Society will 
be held at the Sheraton-Mount Royal 
Hotel in Montreal, Canada, June 16-20. 
1957. 

General Chairman Ross Davidson 
reports an active group of committees 
busily engaged pulling all the stops for 
a successful convention, returning to 
the Canadian Metropolis for the first 
{ime in a quarter century. The Mon- 
treal Branch, founded in 1920 by the 
late John H. Feeley, first played host 
to the AES 1925 Convention and, in- 
spired by the privilege of playing hosts 
again, are driving to make this a con- 
vention to be long remembered. 

Drawing on the wealth of new de. 
velopments in the industry, the Educa- 
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Ross Davidson 


tional Committee. under Chairman 
Philip M. Coady and associate Dr. J. 
Kane, is piecing together a program 
of technical papers reflecting major 
advances, Featuring five single ses- 
sions, the program promises versatility 
and convenience. along with educa- 
tional interest. The Educational Board 
of the Society meets in Montreal on 
January 18, 1957 to appraise abstracts. 


It is estimated that 1.500 
American delegates will join their 
Canadian fellow delegates at the Shera- 
ton-Mount Royal. in the heart of Mon- 
treal. the “Paris of North America.” 
where hospitality is a strong tradition 
and custom. 

And, of course, this famous con- 
vention center with the European at- 
mosphere is the stepping-off point for 
millions annually seeking recreation in 
the rugged luxury of the Laurentian 
Mountains, or scenic resorts along the 
St. Lawrence. 


some 


There’s adventure in good eating 
and entertainment in this city of a 
million and a half, where French and 
English speaking peoples contribute to 
a way of life found no where else on 
the continent. 


Newark Branch 


The Newark Branch is pleased to an- 
nounce the dates for its annual Educa. 
tional Session and Christmas Party. 

Both affairs will be held at the Ro- 
bert Treat Hotel in Newark. The Edu- 
cational Session will take place on 
Friday, December 14. The scheduled 
speakers are W. K. Murray of Enthone. 


Inc., whose topic will be, 


Overcoming 
Problems in Electroplating”; and F. L. 


Combs of Diamond 
will 


Alkali Co., who 
and Hard 


discuss, “Decorative 


Chromium Plating.” 

On Saturday. December 15, the 
Christmas Party, one of the important 
high points of the year. will be held. 
An excellent program has been planned, 
and we cordially invite you to partici- 
pate in this activity. 


New York Branch 


The New York Branch will hold its 
Annual Educational Session and Ban- 
quet at the Hotel Statler, New York 
City, on Saturday, March 2, 1957. 

The technical session will be held in 
the afternoon and the banquet in the 
evening. 


Central Michigan Branch 
The Central Michigan Branch held 


its first dinner-program meeting, after 
the summer recess, on October 9, at 
the Porter Hotel in Lansing. 

About 35 members and guests were 
in attendance, with President G. S. 


Woodruff conducting the business 
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meeting, which covered an excellent 
financial report on the last month’s 
golf stag, the unveiling of the Branch’s 
new slide projector, and a discussion 
on membership. The feature speaker of 
the evening was Frank K. Savage. of 
the Savage-Rowe Plating Co., Inc., 
| who gave an excellent paper on “Plat- 
ing” Room Cost.” The evening was con- 
cluded with a social hour and refresh- 
ments. 


Earl D. Creese 
Publicity Secretary 


Milwaukee Branch 


The Milwaukee Branch will hold a 
symposium on April 27, 1957. The 
topic will be, “Important Engineering 
Considerations in the Plating Room.” 


Saginaw Valley Branch 


On October 10, 1956 the October 
meeting of the Saginaw Valley Branch 
was held in the Colonial Room at 
Zehnder’s Hotel in Frankenmuth, Mich. 
A rather unusual thing happened; 
roast beef dinners were served that 
night. The speciality of the house is 


usually a chicken dinner. The change 
was welcomed and enjoyed by 76 
electroplaters. 

After a brief business meeting. the 
principal speaker of the night, R. V. 
Vanden Berg of Aluminum Co. of 
America, was introduced. Mr. Vanden 
Berg’s topic of discussion was, “Com- 
mercial Anodic Treatment of Alumi- 
num Alloys.” The talk was very in- 
formative and_ interesting, especially 
the chemistry of the anodic films. 

A question and answer period fol- 
lowed, during which time members 
presented both specific and general 
questions about working with alumi- 
num. 

Charles Melekian 
Recording Secretary 


Chicago Branch 


The October business and technical 
session of the Chicago Branch was 
held October 12, 1956 at the Western 
Society of Engineers, 804 East Ran- 
dolph St. 

The technical session was sort of a 
double-header program. During the 
first part, a former member of the 


hoard of managers and a long time 
member, Harold R. Bulenberg, from 
the Material Inspection Laboratory of 
Sears Roebuck and Co., gave an inter- 
esting discussion of the problems in- 
volved in controlling large quantities 
of plated consumer goods. He told of 
inspection methods and_ specification 
systems used at Sears. 

The main speaker of the evening 
was Dr. Frederick Lowenheim of Metal 
Thermit Corp.. who gave a very inter- 
esting discussion on plating tin-bronze, 
tin-zinc, and tin-nickel alloys which 
covered make-up of the plating baths, 
operation, and control as well as the 
corrosion resistance of the alloys. The 
result of test panels which were ex- 
posed at Bayonne. New Jersey. Pitts- 
burgh, and in Florida were discussed 
at some length. 

After an inspiring question and an- 
swer period the meeting was closed 
with a rising vote of thanks to Dr. 
Lowenheim for a job well done. 


J.C. Corre 


Baltimore-Washington Branch 


The Baltimore-Washington Branch 
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Reading (left to right) Elizabeth, Mary, Arthur and Henry Pierdon, Ken Huston and Margaret 
Pierdon. Ellen and Florence Pierdon were at the meeting but left before the picture was taken. 


held its final Convention Committee 
meeting at the Statler Hotel in Wash- 
ington. 

After an excellent dinner, Chairman 
Art Pierdon expressed his appreciation 
for the unselfish efforts given by the 
committee chairmen and their mem- 
bers. All realized the convention was 
planned to give the guests the most 
for their money and the efforts of each 
was directed towards this aim. The 


administrative expenses were the low- 
est for any of the recent conventions. 

Jules Horelich, chairman of the fi- 
nance committee. reported that a small 
profit was realized where a deficit had 
been expected, 

Ken Huston, co-chairman, called for 
a final report and interesting incidents 
from each of the chairmen. He then 
presented the chairman with an en- 
graved album containing about 50 
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convention 


pictures of 
It also contained black and 
white photographs supplied by Plating, 
Products Finishing and Metal Finish- 
ing. A hand lettered frontispiece was 
signed by each committee member. 


activities. 


Syracuse Branch 


On October 15, 1956 the Syracuse 
Branch -held its monthly 
Turners’ Hall, 619 North Salina St.. 
Syracuse N. Y. After dinner, Grant 
Snair, a chemical engineer in the Ap- 
plication and Development Department 
of Allegheny Ludlum Steel Corp.. gave 
a talk on “Surface Characteristics of 
the Stainless Steels.” 

The many uses of stainless steel in 


meeting at 


the automotive industry were discussed. 
It was interesting to note that stainless 
trim is chrome plated so that it will 
match the other plated trim. 

Following the technical session, re- 
freshments were provided by Allegheny 
Ludlum Steel Corp. This was through 
the courtesy of Stan Goodman, district 
manager, and Lang Wagoner, both 
from the Syracuse office. 

During the business meeting the 
branch unanimously approved a_reso- 
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lution giving its full support to George 
Cavanaugh who is running for third 
vice-president of the Society. 

Preparations for the Christmas Party 
are well under way with Ken Parnell 
taking charge this year. It will be held 
at the Onondaga Hotel, Syracuse, on 
December 1, 1956. 

‘Fhere are two new members of the 
Syracuse Branch. They are Edward F. 
Campany a new member and Clifford 
Oates who transferred his membership 
from the New York Branch. 

Milton F. Stevenson 
Branch Secretary 


Columbus Branch 


On October 3rd 1956, forty-nine 
members and guests met at Arvin’s 
Central Park Cafeteria in Columbus 
and enjoyed T-bone steaks and all the 
trimmings. Tom Evans introduced Mr. 
Williams, head of music department of 
Columbus High School, and he pre- 
sented the “Blue Notes” dance band of 
22 pupils. Listeners enjoyed several 
numbers from the band as well as vocal 
and instrumental solos. 

Following the splendid music, 7. K. 
Smith give an excellent message on 
three philosophies of life as portrayed 


in the story of the good samaritan. 

Each member made the customary 
introduction including guests. Minutes 
of the September meeting were read 
and accepted. Treasurer’s report by 
John Holland was accepted as read. 
Dr. A. Max sent regrets for not being 
able to attend and word that there is 
room for a few more in the electro- 
plating class since the 40 dollar fee 
has been established. 

Nominations of delegates and alter- 
nates for the national meeting was post- 
poned to next month in a motion by 


Ed Bruck. 

An application for membership of 
R. K. Niederjohn, R. R. No. 1 Shelby- 
ville, Ind., with G.E., was submitted 
and accepted. 

Ezra Blount, editor of Products Fin- 
ishing announced that the Cincinnati 
Branch has ratified the by-laws of the 
Tri-State Organization. All members of 
the Tri-State committee were reminded 
of the next meeting Oct. 9th at Fritz 
Andersons. 

The meeting adjourned at 9:10 P.M. 
in a motion by Les Renolds. 

Paul Freeman 
Secretary 


Pittsburgh Branch 


Some fifty members of the Pitts- 
burgh Branch enjoyed a guided tour 
of U. S. Steel’s recently completed re- 
search laboratories in Monroeville. 
The group was divided into several 
smaller groups and a member of the 
laboratory staff conducted each 
through the spacious buildings. Two 
hours were required for the tour, but 
this allowed only a few minutes at each 
section of the laboratories. 


A turkey dinner at the Gateway 
Plaza was enjoyed by thirty-three mem- 
bers before the regular business meet- 
ing. President Myron Ceresa opened 
the meeting and the first item of busi- 
ness was the voting to membership in 
the Branch of Edward B. Keller ot 
Steel City Electric and Jacques G. 
Lussier of Westinghouse. 


Rex Goldbach then presented a fine 
resumé of the many contributions 
which Frank Keller of Standard Steel 
Spring Division, Rockwell Spring and 
Axle Co. has made to the Pittsburgh 
Branch and to the science of electro- 
plating in years past. Frank was pro- 
posed as an Honorary Member of the 
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Branch and the vote was unanimous. 
The formal presentation will be made 
at the annual Ladies Night Banquet 
in April at which Frank will be guest 


of honor. 


A letter from National President 
Samuel Heiman was read, the subject 
of which was the possibility of having 
an Interim Meeting of the Supreme 
Society in Pittsburgh January 12. The 
Branch voted to make arrangements 
for such a meeting and also to change 
the regular meeting night in January 
to the 11th so as to have an opportunity 
to be host to the Executive Board and 
Delegates. Herberth Head, guest speak- 
er for the evening, outlined what 
should be done to take care of the 
meeting. 


Librarian Dick Woehrle then intro- 
duced Herb Head who talked on “Elec- 
troplating on Stainless Steel” and also 
on some of the issues of the National 
Society. 

After a break for refreshments, 
Herb drew the name for the door prize. 
The winner was Myron Ceresa, West- 
inghouse. The donor was Carl Rein- 


heimer. Westinghouse—a fine waffle 
iron, 
A discussion of plating problems 
concluded the meeting. 
Fred Stevens 
Secretary 


Newark Branch 


The October meeting was held at 
the Robert Treat Hotel with Clifford 
Struyk presiding. Eight applications 
were accepted and Thomas Furia of 
Geigy Chemical Corp., John Keating 
of Kelite Corp. and Richard Morrison 
of O. S. Tyson & Co. were elected to 
membership. Transfers to Newark in- 
cluded Edwin Rinker of Sel-Rex Pre- 
cious Metals from New York and Em- 
met Archer of Intaglio from Allen- 
town-Reading. 

William Grigat reported, as chair- 
man of the banquet committee, that the 
Christmas Party would be a good one 
and, as chairman of the membership 
committee, that certain membership 
aids were available from him. Dodd 
Carr, chairman of the Newark Electro- 
plating School Committee reported a 
new session under way at the Essex 


County Vocational School with sixteen 
enrolled. 

A. Korbelak presented a resolution 
directed to the executive board of the 
Society recommending that steps be 
taken to request an A.E.S. stamp to be 
issued by the government in 1959. The 
resolution passed. 

Librarian Carr then introduced the 
“Timely Topic” speaker, Walter Bb. 
Kleiner, who described the manufac- 
ture of Spiral-Glas tubing. This tub- 
ing is substantially a fiber glass pipe 
of high bursting strength with an inner 
lining (poly-vinyl or -ethylene) which 
renders it extremely corrosion-resist- 
ant. 

Walter Helbig of Atlas Powder Co.. 
Darco Division, as the principle speak- 
er of the evening, discussed the uses 
of activated carbon with particular 
reference to the plating industry. He 
explained the activity due to the ex- 
tremely large absorptive surface avail- 
able for the removal of organic mate- 
rials, particularly large molecules not 
too water-soluble. Activated carbon has 
been used successfully in all baths ex- 
cept chromium. Intermittent treatment 
both batch and filter cake and contin- 
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uous treatment methods were described 
as well as some of the filtration factors 
to be considered. 

The meeting with 63 in attendance 
adjourned at 10:15 after an interest- 
ing discussion period. 

D. Gardner Foulke 


AMERICAN SOCIETY FOR 
METALS 


Announcement that a 2nd World 
Metallurgical Congress weuld be held 
in 1957 was made at the annual meet- 
ing of the American Society for Metals 
held in Cleveland, Ohio, headquarters 
of the huge technical society and _re- 
cently scene of the 38th National Metal 
Exposition and Congress. 

The coming World Metallurgical 
Congress will be staged in Chicago 
next year, November 2 to 8, and more 
than 500 metal scientists from upwards 
of 35 nations of the Free World are 
expected. Already reservations have 
been received from 263 conferees in 
27 countries. Advance registrations 
from England number 45. Germany is 
next with 39, 


The first world congress on metals 


and metals processing and fabrication 
was held in Detroit in 1951. Staged 
in conjunction with the National Metal 
Exposition and Congress it had an at- 
tendance well over 35.000. Of this huge 
group. 550 were metal engineers from 
33 foreign countries. 

A series of special industrial plant 
tours plus a week of high level techni- 
cal discussions on metal working oper- 
ations will constitute the congress pro- 
gram. The 39th annual National Metal 
Exposition and Congress will be held 
at the same time as the world gather- 


ing. 


ISRAEL METAL FINISHING 
SOCIETY 


One of the newer nations, and cer- 
tainly that showing the most rapid in- 
dustrial growth, Israel has joined the 
handful of countries boasting metal 
finishing technical societies. On August 
29th, the first general assembly of the 
Ingud Technologi. le Gimur Matechet 
(Metal Finishing Technical Society ) 
was held at the Engineers’ Hall in Tel 
Aviv. 


&N 

Dr. A. Arnan 
President 


The Society has been founded on 
essentially similar lines to the Ameri- 
can Electroplaters’ Society and_ the 
British Institute of Metal Finishing. lt 
will have a full educational program, 
with monthly meetings in Tel Aviv and, 
in the offing, is another branch in 1958 
to be instituted in Haifa, the second 
industrial city of the country. Since 
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H. C. Stern 
Hon. Secretary 


Israel is a small country, the Society 
will embrace all branches of the in- 
dustry; electroplating, org finish- 
ing, and hot-dip coating interests being 
represented. Technical papers will be 
published in the Society’s own Annual 
Proceedings which, according to plans, 
will be printed in both English and 


Hebrew, and there are also long term 


plans to publish a journal at bi- 
monthly or quarterly intervals. Mem- 
bership dues have been fixed at the 
equivalent in American funds of ap- 
proximately $2.80 for industrial mem- 
bers and a minimum of approximately 
$28.00 for corporate membership. A 
number of firms from different parts 
of the world have already agreed to 
support the Society by becoming cor- 
porate members, and METAL Finisu- 
ING has been informed that others will 
he most welcome. 


First General Assembly 


The first General Assembly heard a 
speech of welcome by A. Taiber. di- 
rector of the Industries Division of the 
Ministry of Commerce and Industries. 
After the Constitution was read, the 
Assembly elected its officers and Coun- 
cil. The meeting then heard a paper 
by Robert Pinner, technical editor of 
Electroplating & Metal Finishing, who 
was present in his capacity of United 
Nations Technical Assistance Admini- 
stration Expert. This was followed by 
a short address by the newly elected 
first president of the Society. Dr. A. 


Arnan, director of the Standards Insti- 
tute of Israel. 


As Mr. Pinner had to leave the 
country, unexpectedly, before — the 
veeting, his paper entitled “The Or- 
ganization of the Metal Finishing In- 
dustry in Israel” was read by H. 
Tabor, director of the National Physi- 
cal Laboratory of Israel. The paper de- 
scribed the agencies and organizations 
which are being established in Israel, 
with special emphasis on education at 
the level of the skilled operator, master 
plater, and the research and develop- 
ment worker, to be provided by a na- 
tional apprenticeship scheme and a 
full time trade school course. Also de- 
scribed was the proposal to establish 
an Institute of Corrosion and Metal 
Finishing with the tasks of consulting. 
testing, and carrying on research for 
industry, as well as providing academic 
post-graduate training for those enter- 
ing the industry; and the efforts now 
being made to encourage the establish- 
ment of supply houses capable of giv- 
ing efficient technical service. 


In addition to Dr. Arnan, the new 


All Lengths 


Producers 


NICKEL 
ANODES 


Cast and Rolled 


The 


KOCOUR 
SULFATE 


TEST SET 
with 
ELECTRIC 
CENTRIFUGE 


Prompt Delivery 


SABIN 


METAL CORPORATION 


310 Meserole St. 
Brooklyn 6, N. Y. 
EVergreen 1-5000 
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president, the following officers were 


elected: 


Hon. Secretary: H. C. 
tor of the metal finishing section of 
the Ministry of Commerce and Indus- 
try, who was one of the group mainly 
responsible for the formation of the 
Socigty. 


Stern, direc- 


Hon. Treasurer: Ing. Z. Zucker- 
mann, director of the Pelen-Peleese 
metal works in Holon. 


The following were elected Honorary 
Members of the Presidium: 


Prof. H. Heimann, professor of 
Chemical Engineering and Industrial 
Chemistry at the Technicion-Israel In- 
stitute of Technology. 


Prof. E. Goldberg, a world-famous 
specialist in the fields of optics and 
precision instruments, with close links 
to the metal finishing industry for over 
10 years. 


Dr. S. Wernick, honorary secretary 
of the Institute of Metal Finishing and 
U.N. T.A.A. expert. 


Robert Pinner, U.N. T.A.A. expert. 


LETTER TO THE EDITOR 


341 East 74 Street 

New York 21. N. Y. 

October 28, 1956 
Gentlemen: 


am returning your invoice un- 
answered. In a few short months I will 
reach retirement age and I will give 
up my trade forever. There is no one 
in my family engaged in this type of 
work to turn over your very excellent 
publication to. Thus you see, there is 
no reason for renewal. 

| have been a very happy subscriber 
for over forty years. Your magazines 
have been a great deal of assistance in 
my daily work. I have received several 
excellent positions by advertising in 
your “Situations Wanted.” I have a 
lot to thank you for but all good things 
must come to an end. Thus I remain: 


Respectfully, 
Charles Hajek 


~NEW BOOKS 


Vacuum Deposition of Thin Films 


By L. Holland. Published by John 
Wiley & Sons, Inc., 440 Fourth Ave- 
nue, New York 16, N. Y. 1956. Price: 
$10.00. 509 pages plus appendix, refer- 
ences, and authors and subject indexes. 


For those occupied in the field of 
vacuum metalizing, this book will be 
a valuable source of information on 
both theory and practice, detailing, as 
it does very comprehensively, every 
aspect of the subject. About one-third 
of the volume is given over to evapo- 
rated aluminum films, evaporated coat- 
ings on plastics and lacquered com- 
ponents, and cathode sputtering. As 
examples of the practical viewpoint. 
one need only cite the inclusion of 
lacquer formulations for this special 
application, dye tinting the lacquers, 
and the design of work holders. As a 
reference source and as a text. the 


‘YOUR FIRST LESSON” 


“| have been working in a plating shop 
for the past four years and | must ad- 
mit | have picked up more technical 
information from your first lesson than 
| have in the past four years,’’ writes 
plater John Dudley of Worcester, Mass. 
You too will find this unique home 
study course a gold mine of informa- 
tion presented in an easy to understand 
way. Write for free details today! Jos- 
eph B. Kushner, Electroplating School, 
Stroudsburg 10M, Pa. 


HAMILTON MILLS 


EMERY 


For color and lustre beyond compare, speci- 
fy INDIAN BRAND TURKI RKISH EMERY. 
Preferred by those who know the best. 

Also available — HECCO BRAND AMER- 
ICAN EMERY, for use in abrasive pastes 
and compositions. 


HAMILTON EMERY & CORUNDUM CO. 


CHESTER, MASS. 


SOMMERS BROS. 


MFG. CO. 
MFRS. OF “BEACON” 


Plating and Polishing Supplies and Equipment 
—Complete Semi and Full Automatic Installa- 
tions—Gold, Silver and Chrome Rouge, Stain- 
less Steel and Satin Finish Compounds—Buffs, 
Polishing and Felt Wheels. 


3439 NO. BROADWAY 
ST. LOUIS 7, MO. 
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- METABOND is the only effective immer- | © METABOND withstands severe and con- _ 
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RVO’\ INTERNATIONAL RUSTPROOF CORPORATION 
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\ 


purchaser can be assured that almost 
all developments to date will be found 
in this volume or indicated in the more 
than 550 references quoted. 


Chromium 


Edited by Marvin J. Udy. Published 
by Reinhold Pub. Corp., 430° Park 
Ave., New York 22, N. Y. 1956. Price: 
Vol. 1, $11.00. 433 pages including 
index. Vol. 11, $11.00. 402 pages in- 
cluding index. 


Volume | covers the chemistry of 
chromium and its compounds, with 
sections on chromium chemicals in 
corrosion prevention and the physical 
and chemical properties of chromium 
compounds of most interest to the 
metal finisher. The relation of chro- 
mium chemicals to health is also quite 
pertinent. Volume II includes sections 
on electrowinning of the metal from 
chromic acid and from chromium- 
alum electrolytes. and deposition of 
chromium by electrolysis and by other 
methods, among other material on the 
metallurgy of chromium and its alloys. 
It is this latter volume which is more 
valuable to practitioners of our art 


and. although the information avail- 


able here is of less significance than 
that to be found in the recently  re- 
viewed book on “Chromium Plating” 
by Morisset. et al.. the much broader 
scope of the new A.C.S. monographs 
recommend them to the attention of 
metallurgists and engineers as sources 
of the latest data. Among the 30 con- 


tributors to 


found some 


from 


these 
well-known 
electroplating and metal finishing. 


volumes 
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FEATHER-TOUCH 


with 


DYNAMITE 
ACTION! 


MORE EFFECTIVE THAN EVER — MARLA AERO SPRAY 
PENETRATING OIL GIVES YOU THE ADVANTAGES OF: 


SPRAY — Assures penetration, with pressure, to the most hard 
to get at objects. Shoots a stream three feet if needed. 


SPEED — Always ready at the touch of a button. The fastest 
acting non acid, non alkali penetrating oil known or money back. 


ECONOMICAL — Spray container eliminates wasted surplus and 
time in application. Cannot leak or spill. 


HANDY — Carried easily and is always ready for use. No 
chance for ingredients to weaken by exposure to air from a mis- 
placed cap. 


VERSATILE — Marla Spray Penetrating Oil is used to free the 
most corroded bolts, crews, pipe threads, bearings, bushings, pul- 
leys, manifolds, valve guides, locks or any other stuck together 
metal parts. 


INDUSTRIAL PACKAGING & PRICE SCHEDULE 


F.O.B. ST. LOUIS, MO. 
Case of Six—12-ounce Cans ... 
Case of Twelve—1I2-ounce Cans 


ROTHLAN CORP. 
3618 LACLEDE AVE. Dept. N.i.D. ST. LOUIS 8, MO. 
Specialists in Fine Penetrating Oil for Over Thirty Years 
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The Los Angeles 


Marea branch of the 


Hanson-Van Winkle 


4 moved its facilities. 


effective November 


15, from 2424 En- 
terprise St.. Los An- 
geles. to 717 E. 61st 


same city. 


BUY 


A BETTER SOURCE OF DC POWER — 
MORE FOR YOUR MONEY 


Smallman, Los Angeles 


district manager and vice-president, re- 
ported that the western branch now has 
9.000 square feet of office. warehouse 
and manufacturing space available. In 
addition to warehousing H-VW-M plat- 
ing industry equipment and compounds 
which are manufactured in the East, 
the Los Angeles plant is equipped with 
facilities for manufacturing liquid and 
bar tripoli and other compounds. Still 
under construction, as the move to new 
quarters was made. was a laboratory 
which will be completely equipped for 
solution testing and brightener control. 
Gene Bosel is laboratory director. 

Mr. Smallman also announced the 
appointment, effective November 1, of 
Don Shockley as director of rectifier 
and electronics research and develop- 
ment. Shockley served in engineering 
capacities with the J. B. Seage Co. of 


Munning Co. of 
South Gate. Calif.. for the past five 


years. the last three as chief engineer. 
He received his engineering training 
at the University of Arkansas and the 
University of Southern California. 


Crown Chemical & Engineering Co., 
Los Angeles. has acquired the plant 
1 I 


e For the Finest in 
PLATING 
RECTIFIERS 


* Operate from —40° to 225° F. 

* 50 to 50,000 Amperes DC 

* Built-in Voltage Regulator and Met 
* Heavy Duty Transformers, Husky Fans 


Two styles availabl 1. Seleni for 
cool zones, or 2. Magnesium copper sul- 
phide for the hot, dirty jobs. Units still 
running after 4 years of constant duty. 


Replacement Rectifier Stacks 
for Lektron or Udylite-Mallory 


Magnesium copper sulphide rectifiers 
make your plating power supply more velts D.C 
rugged and dependable. Magnesium “or 440 
radiator fins for fast heat dissipation . F.0.B. Indianapolis, 
and lighter weight. Matching pairs. Indiana. 


SOME JOBBERS AND SALES TERRITORIES OPEN 


Model 4045—750 amps at 12 


ELECTRONIC RECTIFIERS, INC. 


INDIANAPOLIS 3, INDIANA 


2102 SPANN AVENUE 
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and facilities of Regulator Engineering 
Co. (Reyco) at 11545 W. Jefferson 
Blvd., Culver City, Calif. The latter 
plant is now being operated as the 
Reyco Division under the management 
of Randall Lloyd, its former president. 
Jack Bealle of Crown announced that 
advances are being made in equipment 
and’ personnel to expand production in 
all types of DC power supplies utilizing 
selenium and germanium junctions. 
Main office and plant of Crown Chem- 
ical and Engineering Co. are at 4722 
Worth St., Los Angeles. 


Floor plans of the exposition areas 
of the Pan Pacific Auditorium in Los 
Angeles have been sent to some 5,000 
metal working, fabrication and finish- 


DIAMONDAIRE BUFF 


Introduces 
NEW ALL-PLEATED CONSTRUCTION 


Fully “air conditioned’ — will not burn! 
More effective cut — better color! 
25% or more longer life than other buffs! 
Competitively priced! 

14”, 16”, 18” sizes in all fabrics and 
widths! 
Distributorships available! 


DIAMONDAIRE BUFF CO., INC. 


1308 CROMWELL AVE., BRONX 52, N. Y. 
LExington 2-9994 
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ing equipment firms in the United 
States and Canada to acquaint them 
with the facilities that will be available 
for display purposes at the 10th West- 
ern Metal Congress & Exposition to be 
held March 25-29, 1957. 

Los Angeles Chapter, American So- 
ciety for Metals, will again act as local 
hosts and consultants on the scope of 
the technical sessions, whose papers in 
the 1957 congress will bear on produc- 
tion problems of the west coast metal 
industry. The American Welding So- 
ciety, Nondestructive Testing Society, 
and American Institute of Mining’s 
Metallurgical and Petroleum Engineers 
Society will hold technical sessions 
during the same week. Los Angeles 
Branch of the A.E.S. will hold its an- 
ual educational session on the Satur- 
day preceding the show. 

Preparations are being geared for 
an attendance in 1957 equaling the 
53.639 who attended the 1955 show in 
Los Angeles, when products were dis- 
played in 440 booths set up in the 
auditorium and a tent annex. 


Herman Struckhoff, last year’s pres- 
ident of the Metal Finishers Suppliers 
Association, now allied with Kenneth 
Rapp in the operation of Laco Engi- 
neering & Sales in Los Angeles, re- 
ports that his organization is now in- 
stalled in new sales quarters at 1228 
S. Atlantic Blvd., Los Angeles. The 
firm operates supply warehouses in 
Los Angeles, Gardena, and Torrance, 


Calif. 


Armour & Company of Chicago, IIL., 
has announced the following new job- 
bers on the Pacific Coast and in Hawaii 
for the Ammonia Division: T. O. Bate- 


man Co., San Diego; Braun Corp.. 
L. H. Butcher Corp.. Mefford Chemical 
Co., Western Chemical & Mfg. Co., 
and Wholesale Supply Co., all in Los 
Angeles; Los Angeles Chemical Co.. 
South Gate, Calif.: Braun Knecht Hei- 
man Co., Phillips Refrigeration Prod- 
ucts, and L. H. Butcher Co., in San 
Francisco; Western Chemical Co.. 
Phoenix, Ariz.; and Gaspro Products, 
Inc., Honolulu, H. 1. W. B. Nicholson 
is western district manager for the 
Ammonia Division, stationed in Los 
Angeles. 

Ed and Al Price, owners of Redi- 
Strip Co., have just completed an ex- 
pansion of their plant at 10811 S. Gar- 
field Ave., South Gate, Calif., which 
places 5,400 square feet of production 
area at their disposal. They are set up 
to do paint stripping and electrolytic 
rust removal, and also stripping of 
paint from zinc, chromate, lacquer, 
enamel, and aluminum. The brothers 
Price also operate Rust Strip, Inc., at 
10932 Vulcan St.. South Gate, where 
they specialize in electrolytic rust re- 
moval. 


D. B. Reeder is the recently appoint- 
ed new western manager of metallur- 
gical service for Electro Metallurgical 
Co. of New York, a division of Union 
Carbide & Carbon Corp. Mr. Reeder’s 
former post of manager for the firm in 
the San Francisco region has been as- 
signed to H. J. Pfeifer, formerly man- 
ager of the Houston. Tex., district. 


Milton Weiner, formerly a process 
engineer for Rheem Mfg. Co. in Los 
Angeles and Convair, Inc., Pomoma. 
Calif., has established a chemical ana- 


For PLATERS, SILVERSM!ITHS, JEWELRY MFGRS., makers of 
Watches, Clocks and Electronics and other metal finishers. 
Supplied in straight or crimped brass, steel, nickel silver or 
stainless steel wire in sizes .0025 - .006 and in bristle, fibre or 
Nylon. Special sizes and shapes to order. 


Write (Dep’t. M) on your letterhead for catalog and price list. 


DIXON & RIPPEL, INC. Box 116 Saugerties, N. Y. 
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UNIT PROCESS ASSEMBLIES, INC. 


61 East Fourth Street 


New York 3, N. Y. 
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lytical laboratory at 671 W. Putnam 
Drive, Whittier, Calif. He offers con- 
sulting service and research facilities 
for electroplating, corrosion, and gen. 
eral metal finishing problems. Weiner 
is a registered California chemical 
engineer. 


California Rack Co. moved its offices 
and factory on November 1 from 4982 
Firestone Blvd., South Gate, Calif., to 
1210 E. Slauson Ave., Los Angeles. 
The firm designs and manufactures 
plating racks and stainless steel bas- 
kets. The new factory contains 6,000 
square feet of production area and 
provides the firm with a more centrally 
located operating point in respect to 
servicing the Los Angeles area plating 
industry. Owner Howard Woodward 
reports that new equipment in the 
form of a baking oven for curing rack 
coatings and increased tank facilities 
have been installed. The firm was or- 
ganized by Woodward nine years ago 
following his resignation from the sales 
engineering staff of the Sundmark 
Supply Co. of Los Angeles. 


Approximately 185 members and 
guests of the Los Angeles Paint & 
Varnish Production Club assembled at 
a dinner meeting in Scully’s Cafe, Los 
Angeles, on the night of the club’s 
regular monthly meeting to hear Dr. 
F. E, Schwarchman of the Spencer Kel- 
logg Co. review the contributions of 
oil chemists during the past 15 years. 
He discussed catalyzed oils for rapid 
drying, dehydrated castor oil, maleated 
oils, re-esterified oil based on higher 
alcohols, and styrenated and vinyl to- 
luene oils. One of the most recent ad- 
vances, urethane oils, was covered in 
considerable detail. including a display 


of samples of di-isocyanate treated 
castor oil for personal evaluation of 
the members. 


The Cleveland Graphite Bronze Co., 
division of Clevite Corp., Cleveland. 
O., has opened temporary headquarters 
at 9218 Aqueduct Ave., Los Angeles. 
as a prelude to the establishment of 
permanent offices later on. Joseph Pal- 
sulich, former assistant chief engineer 
for the Cleveland firm, is in charge of 
the west coast operations. 


SHOP PROBLEMS 
(Continued from page 76) 
Stripping Tin from Alloy Steel 


Question: 1 would like some inform- 
ation about stripping tin plate from 
steel. The steel parts are used for 
roller bearing races. | don’t know the 
exact alloy. 


I’ve been stripping them but occa- 
sionally get etching on the bearing sur- 
face. I’ve been using an alkali solution, 
reverse current at six to nine volts. 
I’ve been told this etching is due to the 
weakness of an old solution and could 
remedy this situation by just strength- 
ening the solution. I would be glad for 
any information you could give me on 
this. 


W. P. D. 


Answer: A number of alloy steels 
will be pitted when treated in highly 
alkaline solutions anodically. To avoid 
this, we would suggest that you strip 
at about 3-4 volts instead of 6-9 volts. 
Proprietary alkaline strips are also 
available which do not require current. 


Coating with Metal Powders 


Question: 1 want to get some metal 
powder aluminum, zinc and manganese 
samples about 1 lb. each. Also, is 
there any corporation with a patent on 


covering steel or iron with heated 
aluminum, zinc or manganese ? 
J.G.M 


Answer: Small amounts of powdered 
aluminum, zinc, and manganese can 
be obtained from any large laboratory 
supply house. Fisher Scientific Co., 
633 Greenwich St.. New York 14, N. Y. 
stocks these metal powders. 

There are a number of patents on 
coating iron and steel with heated 
metal powders. Most of the basic pat- 
ents, however, have expired, and pat- 
ents still in force are mainly on speci- 
fic methods of application. 


“pH PAPERS” 


Accurate ph Values 
in a few seconds 
right at the tank. 


Indicator AND centrol-colors on SAME 
strip. Control-colors in steps of 0.2 pH 
and 0.3 pH. 
Plating ranges 
(200 strips of a range per box) 
Acid: Alkaline: 
*4.8-6.2 pH 6.6- 8.0 pH 
*3.6-5.0 pH 7.3- 8.7 pH 
*2.4-3.9 pH 8.6-10.0 pH 
1.0-2.8 pH 10.1-11.3 pH 
0.4-1.4 pH 11.0-13.1 pH 


*Electrometric Values in Nickel Solutions. 


Each range is boxed separately. 


PAUL FRANK 


118 East 28th Street NEW YORK 16 
Tel. MU 9-5286 
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Licenses available 
U. S. PAT. #2,694,647 mail. 


25493 W. 8 MILE ROAD 


LONGER WEARING FIXTURES 
For Polishing and Buffing 


Your buffing and polishing fixtures that 
are subject to wear can now be FUSE- 
COATED to last longer. 
for FUSECOATING can be lighter and are 
ou to make. Procedure 
sheets are available. 
send us drawing or sample of part to be 
coated. We will send you a cost estimate 
and appreximate delivery date by return 


FUSION METAL COATING CO. 
DETROIT 19, MICHIGAN 


Fixtures designed 
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ALLIED INDUSTRIES CO. 


We make more anode bags than all other makers combined 
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INDEX TO VOLUME 54 — METAL FINISHING 


JANUARY-DECEMBER, 1956 


(Compiled by N. Hall, Editor, and I. Oquendo, Edit. Ass’t.) 


In this index all material that appeared in the January through December 1956 issues of Metal Finishing 


is listed according to subject matter, with cross referenc>s where required. Following each listing will be found 


a letter indicating the manner in which the material was published, as follows: 


(S)—-Shop Problem 


(M)-—-Manufacturers’ Literature 
(T)——Technical Literature 


(R)—Recent Development 


(P)—Patent 


(1L.)—Letters to the Editor 
(A)—Abstracts from Foreign Literature 


Any reference not followed by a letter was a feature article. The numbers in the right-hand column refer 


to the month and page numbers; 6-85 means June issue. page 85, ete. 


ABRASIVES, BELTS——See Polishing 


ACID DIPPING—See Bright Dipping and 
Pickling 


AGITATION 


Cathode Rod Agitator 
Solution Agitator (R) 
Solution Agitator (M) 


ALLOY PLATING 


Lacquering Plated Wire Goods (S) 

Depositing Brazing Alloys (S) ete 

Cadmium-Copper Alloy Bath (S) _........... 

pH of Brass Solutions (S) -..... 

Bright Bronze Plating Process (R) 

Alloy Electrodeposit of Zine and | Copper 

Tungsten Plating (S) 

Gold Lacquered Brass (S) 

Antimony-Lead Deposits on Wire (P)- 

Gold Alloy Plating Bath (P) . 

Tungsten Alloy Plating (S) .... 


Barrel Brass Plating (S) 


Gold Alloy Bath (P) 

Investigation of the Cathode “Polarization 
with Mutual Discharge of Iron and 
Tungsten Ions (A) .... 

Brass Brightener (R) .... 

Tin-Zine Bath (S) 

Golden Brass Depcsits (S) -... 

Bright Lead-Zine Deposits (P) .... pice 

Copper-Zine Bath (P) 

Cobalt-Nickel Bath (P) ..... _........ 

Tarnish Under Lacquer (S) Ss 

Imitation Rhodium Finish (S) * 

Lead-Tin Alloy Plating (P) —.......... 

Copper-Zine Alloy Bath (P) . 

Less Common Metals and Alloys _........... 

Cobalt-Tungsten Baths (S) 

Lead-Tin Alloy Baths (S) ............ 

Copper-Lead Alloy Bath (P) ..................... 

Nickel Phosphide Coating (P) ... 

Chromium-Nickel Alloy Bath (P) 

Copper-Tin-Zine Bath (P) . 

Tin-Antimony-Copper Bath (P) 


ALUMINUM 


Blackening Aluminum (S) 
Hard Nickel and Anodizing (S) . siete 
Electrolytic Polishing of Aluminum (P) 
Corrosion Resisting Coatings (P) ..... : 
Pickling Aluminum (P) ........................ 
Problems with the Plating “of Aluminum 
and Aluminum Alloys (A) ................. 
Weather-Fast Colors for Anodized Alum- 
inum (M) 
Engraving Anodized Aluminum (S) 
Colored Aluminum (S) 

Pickling of Aluminum and “Alloys (A) 
Reproduction on Aluminum 
Brightening and Polishing Processes for 

Effect of Oxide Compactness on Deter- 

mination of Thickness of Anodized Coat- 

ings by Gravimetric Methods (A) .......... 
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Chromate Conversion Coating (R) ............ 3- 81 
Pre-Enameling Process for Aluminum (R) 3- 82 
Compounds for Finishing Aluminum (R) 3- 86 


Galvanic Corrosion of Aluminum .... 4- 52 
Tacky Surface on Anodized Aluminum 

(S) 4- 66 
Porcelain Enameling Aluminum (P) --- 4- 69 
Phesphating of Aluminum (A) ................. 4- 73 
Can Hard Anodizing be a Substitute for 

Hard Chromium? (A) 4- 75 


Surface Treatment and Finishing of Light 

Anodizing Aluminum (P) 

Anodizing Zippers (P) 

Copper-Tin Alloy Bath (P) . 

The Paroxal 2 Process for Degreasing and 


worst 


Pickling of Aluminum (A 5- 80 
Conversion Coating for Aluminum (R) . 5- 86 
Surface Treatment and of Light 

Metals .... ; 6- 82 
Etching Aluminum (S) 6- 93 
Bulk Anodizing and Coloring “of Small 

Parts in Bulk (A) .... 6- 99 
Some Problems with Electrochemical Pol- 

ishing of Aluminum and Aluminum AIl- 

loys (A) 6-104 
Surface Treatment and Finishing of ‘Light 

Metals 7- 48 
Plating Tin on Aluminum. Te 54 
Colored Finishes on Aluminum . 66 
Electroforming with Aluminum (P) sane 
Bright Dip for Aluminum (P) .......... 
Surface Treatment and Finishing of 

Aluminum and Its Alloys (B) 7-102 
Surface Treatment and Finishing of Light 

Metals .... 8- 53 
Plating on Aluminum (S) . 8- 69 
Hot Dip Alumioum (P) 


Hard Chrome Plating of Aluminum (A) 8- 75 
Erosion Resistance of Anodic Oxide Films 


on Aluminum Alloys (A) . 8- 76 
Hard Chromium Plating of Aluminum and 
Aluminum Alloys (A) ...................... 8- 77 


Surface Treatment and Finishing of Light 


Voltage Breakdown of ‘Anodized Alum- 

Bright Dip for Aluminum eS 9- 72 
Copper Coating Aluminum (P) 9- 73 
Determination of Anodic Coating Thick- 

ness on Aluminum by Weight Analysis 

Surface Treatment and Finishing of — 

Hot Dip Aluminum (P) ; . 10- 75 


Possibilities of Increasing the “Protective 
Action of Anodic Oxidation Films on 
. 10- 81 

Anodic Oxidation of “Aluminum and Alum- 
inum Alloys in an Alternating Current 


Chromatic Acid Bath (A) ........................ 10- 81 
Color Anodized Aluminum (R) .............. 10- 88 
Spangle Finished Aluminum (R) .......... 10- 97 
Anodizing Fastener Elements (P) 10-119 
Plating Chromium on Aluminum (P) . 10-119 
Etching Aluminum (P) .... ee 10-119 
Aluminum Cleaners (M) ............ 
Aluminum Alloy (M) ... 10-125 
Surface Treatment and Finishing of Light 

Metals 11- 61 
Composite Bearing and Method of Making 

Same (P) .......... . Me 72 
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Etching Aluminum (P) ........ ll- 73 
Surface Treatment Finishing of 
Metais eee 12- 62 
Pitting of Anodized Aluminum . 12- 76 
Anodizing Aluminum (P) ...... eee 
Anodizing Aluminum (P) ........ 
Plating on Aluminum (P) ......... Se 
Plating on Aluminum (P) ............ hog 12- 82 
Bright Dip for Aluminum (P) ................... 12- 82 
Practical Aspects of Anodizing. (A) . 12- 85 
Non-Sealing Aluminum Etchant (R) . 12- && 
Aluminum Etchant (R) ~................ 
Plating on Aluminum (M) . 


ANALYSIS—See Testing 


ANODES 


Alkaline Tin Plating with Steel Anodes 3- 64 
Influence of Chlorine Ions on the Solubil- 
ity Mechanism of Nickel Anodes in Sul- 


fate Baths (A) . 6-101 
Welded Nickel Anode (P) ae 7- 70 
Copper Anodes (M) .......... See 7-101 
Disintegrating Nickel Ano des. (S) ..... 9- 71 
Conforming Anode (P) . ll- 72 
Internal Anode (P) 12- 77 
Lead Anodes (R) ............... 12- 
ANODIZING 
Hard Nickel and Anodizing (S) l- 64 
Weather-Fast Colors for Anodized Alum- 

1-104 
Engraving Anodized Aluminum bias 2- 72 
Colored Aluminum (S) 2- 74 

76 


Effect of. Oxide Compactness on Deter- 
mination of Thickness of Anodized 
Coatings by Gravimetric Methods (A) 3- 77 

Galvanic Corrosion of Aluminum . 4- 52 


Tacky Surface on Anodized Aluminum 

Can Hard “Anodizing ‘be a Substitute for 

Hard Chromium? (A) 4- 75 


Surface Treatment and Finishing of ‘Light 


Metals _...... 5- 52 
Sulfuric Acid “Anodizing Baths (S) 5- 71 
Anodizing Aluminum (P) ... 5- 75 
Anodizing Zippers (P) ...... 5- 76 
Surface Treatment and Finishing of Light 

Bulk Anodizing “and “Coloring of Small 

Parts in Bulk (A) 6- 99 
Surface Treatment and Finishing of ‘Light 

Colored Finishes on Aluminum (S) 7- 66 
Surface Treatment and Finishing of Light 

Erosion Resistance of Anodic Oxide Films 

on Aluminum Alloys (A) _.................- &- 76 
Surface Treatment and Finishing of Light 

Metals ............ 9- 56 
Voltage Breakdown of ‘Anodized “Alum- 

inum (S) 9- 70 
Determination of Anodic Coating Thick- 

ness on Aluminum by Weight Analysis 

Surface Treatment and Finishing of ane 

Metals 10- 66 
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Possibilities of Increasing the Protective 
Action of Anodic Oxidation Films on 


Aluminum (A) 


Anodic Oxidation of Aluminum and Alum- 
inum Alloys in an Alternating Current 


Chromic Acid Bath (A) ........-.-....- 
Color Anodized Aluminum (R) . 
Anodizing Fastener Elements (P) 
Sulfurie Anodizing (S) 

Pitting of Anodized Aluminum (S) ... 
Anodizing Aluminum (P) nae 
Anodizing Aluminum (P) ............ 
Practical Aspects of Anodizing (A) 


AUTOMATIC EQUIPMENT 


Automatic Plating Machine (P) 


Batch Washer for Small Parts (R) ..........-- 


Conveyor for Cylinders (P) 

Plating Machine (P) wel 
Automatic Conveyor (P) ............---- 
Hot Dipping Machine for Tubes (P) -... 


Pusher Type Automatic Plating Appara- 


Automatic Plating Machine (M) 
Automatic Plating Control (P) 
Strip Plating Machine (P) 
Automatic Plating Control (P) 
Automated Barrel Finishing Systems (R) 


Automatic Basket Feeder and Unloader 


Drum Pickling ‘Layouts for Sheet Strip 


Metal (A) ....... 
Small Parts Washer (R) eas 
Cabinet Type Cleaning Machine (R) . 


Four-Head Conveyor-Type Belt Grinder 


(R) 
Automatic Washing ‘Machine 
Vapor Degreaser (R) 
Parts Washers (R) 
Crossrod Conveyorized Degreaser 
Wire Plating Machine (P) 


Bypass Mechanism for Automatic Ma- 


chines (R) .. 
Plating Conveyor (P) . 
Load-Unload Mechanism 
I-Beam Trolley Conveyor (R) 
Electroplating Apparatus (P) .... 
Automatic Plating Conveyor (P) 
Full Automatic Plater (P) ....... 
Ultrasonic Cleaning System (R) . 
Recorder and Brightener Feeder 

(R) 
Anodizing Fastener Elements 
Automatic Plating Machines ose 
Electrotinning (P) 
Hot Dipping Metal Strip 
Progressive Strip Plating Machine (P) 


Automatic Plating and Anodizing Ma- 


Vibrating Parts Washer (R) 


BARREL FINISHING— See Tumbling 


BARREL PLATING 


Barrel Plating Equipment (R) ..... 
Barrel Plating Control Unit (R) 
The Capacity of Hexagonal Barrels ........ 
Brown Stain on Barrel Nickel Deposits 
(S) 
Impact Plating (S) 
Belt-Drive Plating Barrels (R) 
Barrel Brass Plating (S) .... ; 
Plating Barrel (R) 
Utility Barrel Plater (R) 
Barrel Plating Plastics (S) .... 
Barrel Gold Plating (5S) 
Barrel Plating Equipment 
Plating Barrel (P) as 


BLAST CLEANING 


Blasting Apparatus (P) ........ 

Liquid Blasting Nozzle (P) 

Tumble Abrasive Blasting _.............- 
Double Sand Blasting Nozzle (P) .... 
Abrasive Blasting Machine (P) 
Abrasive Blasting (P) et 
Portable Sand Blaster (P) .... 
Blast Cleaning Apparatus (P) ................ 
Dual Operator Sandblast Machine (R) 
Metallic Shot and Grit (M) 
Centrifugal Blasting Apparatus (P) 
Abrasive Blasting Machine (P) 
Continuous Abrasive Blasting (M) 
Airblast Cleaning Cabinet (M) 
Airless Abrasive Blasting (M) 
Sandblasting Pipe Interiors (P) 
Automatic Abrasive Blaster (R) 
Wet Blasting Applications (M) .... 
Wet-Blast Equipment (M) 

Wet Abrasive Dispenser (P) 


BRASS PLATING—-See Alloy Plating 


BRIGHT DIPPING 


Bright Dip for Zirecnium (P) 
Brightening and Polishing Processes for 

Aluminum (A) are 
Bright Dip for Aluminum (P) 
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Characteristics and Applications of Chem- 


ical Polishing Baths (A) 
Bright Dip for Aluminum (P) . 
Cadmium Plating Specialties (R) 
Bright Dip for Aluminum (P) 
Zine Bright Dip (R) 


BRIGHTENERS 


Electrodeposition of Antimony (P) 


Bright Plating from the Acid Copper 


Bath (A) 
Bright Nickel Plating 
Source of Licorice (S) 
Eliminating Excess Hypo (S) ... . 
Bright Cadmium Plating Process (R) ... 
Bright Bronze Plating bFrocess (R) .... 
Bright Nickel Process (R) 


Electrodeposit of Zine and sper 


) 
Bright Nickel Plating (M)_ 
Cadmium and Zine Brightener “(R) 
Brass Brightener (R) us 
Bright Acid Zine Bath (P) 
Bright Copper (P) 
Bright Acid Copper Bath (P) 
Bright Silver Process (R) 
Bright Silver Plating (P) 
Bright Nickel Plating (P) 
Bright Acid Copper (S) 
Bright Copper Plating (P) ig 
Acid Copper Brightener (P) .... a 
Cadmium Plating Specialties 
Nickel Brighteners (S) 
Zine Brightener (P) ........ 
Bright Acid Copper Bath (P) 
Bright Acid Copper Bath (P) 


BUFFING— See Polishing 
BURNISHING—See Tumbling 


CADMIUM PLATING 


Conversion Coating for Cadmium (R) .... 
Bright Cadmium Plating Process (R) 
Cadmium and Zine Brightener (R) 
Cadmium Plating Specialties (R) 


CHEMICALS 


Solvent Cleaner (R) 
Spray Cleaner Compound (R) 
Industrial Chemicals (M) _.......... 
Weather-Fast Colors for Anodized Alum- 
inum (M) 
Water Softeners (M) 
Burnishing Compound (S) 
Surface Active Agent (R) 
Chemical Trade Names and Commercial 
Potassium Cyanide Solution (M) ... 
Finishing Compounds (M) : 
Cleaning Materials (M) 
Barrel Finishing Compounds (M) 
Chemical Cataloz (M) 
Chromium Plating Additive (R) 
Surface-Active Avent (R) ............ — 
Acid Additive and Fume Depressant (i) 
Chromium Plating Additive (M) 
Silicone Defoamer (R) 
Safety Solvent (M) .... 
Industrial Chemicals (M) 
Sodium Orthosilicate (M) 
Organic Chemicals (M) 


CHROMIUM PLATING 


Chromium Diffusion Coating (R) 
Control of Hardness of Hard Chromium 
by Bath Constants (A) 
Decorative Chromium (S) 
Hard Chromium Specifications (S) 
Chromium Plating Rack for Crankshafts 
Non- Reflecting Chromium Finish (S) 7 
Chromium Plating Process (P) ; 
Hydrogen Embrittlement in Hard Chrome 
Plate and Its Removal (A) 
Aftertreatment of Hard Chromium “Plate 
Grinding and Lapping (A) ............ 
Can Hard Anodizing be a Substitute for 
Hard Chromium? (A) 
Crack-Free Chromium Plate (A) 
Chromium Fume Suppressor (R) .... 
Tetrachromate Bath (S) ...............----- 
Adhesion of Chromium Coatings with Al- 
ternating Loading (A) 
Chromium Plating Unit (R) 
Chromium Plating Additive (R) ............-- 
Covering Power in Chromium Plating 
ase 
Basket Chromium Plating (S) 
Chromium Bath Purification (P) er 
Hard Chrome Plating of Aluminum (A) 
Large Hard Chromium Plating Units for 
Ships Diesel Engine Cylinders and Pis- 
Mechanism of the Electrolytic Deposition 
Processes of Chromium (A 
Hard Chromium Plating of Cutting Tools 


Hard Chromium Plating of Aluminum and 
Aluminum Alloys (A) 

Chromium Plating Additive (M) 

Chromium Plated Die (P) - ; 

Chromium Plating of Light Alloy 1.¢. En- 
gine Cylinders (A) ; 

Large Chromium Tank Construction (S) 

Black Chromium Bath (P) ...... 

Plating Chromium on Aluminum (P) 

Hard Chromium Plating (S) 

Determination of Fluosilicic and Fluo- 
boric Acids (A) 

Chromium Plating (P) 

Colorimetric Determination of in 
Hard Chromium Baths (A) cous 

Treatment of Drag-Out on Chromium 
Platine Racks (A) . 

Lead Anodes (R) 


CLEANING 


Ultrasonic Cleaning Equipment (R) 

Steam Cleaning Gun (R) ....... 

Batch Washer for Small Parts (R) 

Spray Cleaner Compound (R) -. 

Cleaning and Pretreatment Processes (A) 

Method and Apparatus for Cleaning Metal 
Strips (P) 

Buffing Compound Cleaner (R) 

Water Break After Acid Dip (S) 

Removing Brazing Flux (S) 

Peeling on Brass (S) 

Cleai.ing with Solvent Detergents (M) 

Metal Cleaning Equipment (M) 

Plating Over Solder (S) 

Cleaner-Copper Bath (S) 

Tunnel Spray Washer (P) 

Parts Washer (P) ........ 

Metal Cleaners (M) ‘ 

Cold Spray Cleaner (R) —_.......... 

— Detergent for Power Washers 

Degreasing "Before Plating 
(A) 

Small Parts Washer (R) ~............... 

Cabinet Type Cleaning Machine (R) 

Automatic Washing Machine (m) a 

Parts Washers (R) Ks 

Cleaning Materials (M) 

Cleaning Compound Testing Apparatus 


Soak Cleaner (R) 
oe Process for Buffed Metals 

( 

Nitrogen- Containing Tarnish Inhibitors | in 

Detergent Compositions (P) - 
Fused Bath Cleaning (P) : 
Cleaning Compositions Containing Tar- 

nish Inhibitors (P) .. = 
Non-Ferrous Metal Cleaner (R) 

Cleaning Bead-Chain (S) .... 

Phesphating Cleaner (P) ............ 

Non-Caustic Detergent (R) 

Cleaning Metals and Alloys 

Safety Solvent-Detergent (R) 

Ultrasonic Cleaning System (R) 

Low Foaming Spray Cleaners (R) 

Ultrasonic Cleaner for Small Parts (R) 

Magnetostriction Transducer (R) 

Aluminum Cleaners (M) .............. 

Cleaning Metals and Alloys .... 

Alkaline Scale Remover (R) 

Vibrating Parts Washer (R) -......... 

Industrial Cleaning Compounds and Sol- 
vents (M) 

Buffing Compound Removal (S) 

Combination Cleaning and Phosphating 

Process (P) .........- 

Cleaner and Deruster 

Liquid Detergent (R) . 

Metal Cleaning Slusher (R) . 

Aluminum Etchant (R) ..... eae 
Industrial Hand Cleaner (R) 

Ultrasonic Transducers for Cleaning and 

Processing (R) 
Metal Cleaning Equipment (M) ... 
Electrolytic Cleaners (M) 


COLOR BUFFING—See Polishing 


COLORED SURFACE TREATMENTS 


Blackening Aluminum (S) 

Relieving Silver in Bulk (S) —............ 

Weather-Fast Colors for Anodized Alum- 
inum (M) 

Engraving Anodized Aluminum «S) 

Colored Aluminum (S) 

Steel Blue Coloration on Brass (A) 

Tacky Surface on Anodized Aluminum 
(S) 

Coloring Tin (S) . 

Metal Coloring Processes for Copper (A) 

Black Coloring of Zine (A) ............ 

Spray Patina Process for Copper and 

Blackening of Zine and Zine Alloys (A) 

Electrolytic Process for Surface Coloring 
of Brass (A) ....... 

Coloring of Brass (A) 

Bleck Color on Tin-Copper Alloy “Plate 

Surface Treatment and of Light 
Metals 
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Oxidize for Silver (S) ... me 
Colored Finishes on Aluminum (S) . 
Coloring Steel (P) . 

Black Chromium Bath (P) 
Color Anodized Aluminum 
Sulfuric Anodizing (S) 
Black Zine and Cadmium Finish (R) 


COMPOSITIONS 


Water-Soluble Burring Compound (R) .. 
Buffing and Polishing Compounds (M) . 
Polishing Belt Lubricant (R) .- 

Compgunds for Finishing Aluminum. 
Polishing Compounds (M) .. 

Buffing and Polishing Compositions “(R) . 


CONVERSION SURFACE TREATMENTS 


Present Position of Phosphating of Steel 
and Non-Ferrous Metals (A) ..............--- 
Testing of Passivation of Zinc and Cad- 
mium Coatings (A) . 
Conversion Coating for ‘Cadmium. . 
Phosphating Composition (P) ............. 
Sulfide Coating Stainless Steel (P) . 
Chromate Conversion Coating (R) ........---- 
Stain Preventive for Zinc (R) ...............--- : 
Phosphate Conversion Coating (R) - 
Phosphating of Aluminum (A) ...... 
Phosphate Conversion Coating (P) . 
Electrolytic Coating for Magnesium. 
Control Measures with Phosphating Baths 
Coating for “Aluminum AR) 
Conversion Coating for Zine (P) . : 
Chromate Conversion Coatings (R) 
Test for Chromate Film (S) 
Corrosion Prevention (P) 
Copper and Brass Sealer (R) . 
Sulfide Coating Iron (S) ........... 
Chromate Films (P) ... 
Modern Degreasing, Pickling and Phos- 
phating Layouts (S) . 
Conversion Coating for “Aluminum “and 
Phosphating Cleaner (P) . 


Chrome Sealers for Zine Die Castings: (R) : 


Phosphating of Metals (A) . 
Phosphate Conversion Coatings. 
Conversion Coating for Zine (R) - 
Phosphate Metal Coatings (P) . 
Phosphate Conversion Coating (P) . 


Combination and "Phosphating 


Process (P) 


COPPER PLATING 


Bright Plating from the Acid Copper 
Bath (A) . 

Rough Deposits “from "Copper 
Baths (A) . 

Eliminating Excess ‘Hypo (Ss). 

Anode Polarization in Rochelle Copper 
(S) 
C leaner-Copper “Bath 
Copper Backing Mirrors (P) ............----....- 
Copper Anodes (M) ........-. 
Bright Acid Copper Bath (P) . 
Investigation of Complex Formation. “by 
the Method (A) 

Copper Coating Aluminum (P) ......... 

Coppering of Stainless Steel (A) 

Electron Microscopic Investigation of the 
Structure of Copper Deposits from Fluo- 
borate 

Silver in Acid Copper Baths easel 

Bright Acid Copper (S) 

Bright Copper Plating (P) 

Acid Copper Brightener (P) . 

Production of Bright Coatings on 
Printing Rolls (A) -. 

Process Control Chart 

Copper Sulfate-Oxalate Bath (S) . 

Bright Acid Copper Bath (P) .................... 

Bright Acid Copper Bath (P) ........ 

Periodic Current Reverse with Copper 
Plating Critical Considerations (A) .... 


CORROSION PREVENTION 


Soluble Oi] Rust Inhibitors (P) 

Corrosion Preventive Paper (R) 

Tarnish and Spotting Out Preventer “(R) 
Prevention of Corresion of Metal Parts 
in Storage and Shipment (A) ........... 

Inhibition and Inhibitors (A) .. 

Reduction of Acid Attack on Zine “by In- 
hibitors (A) 

Corrosion Behaviour of Austenitic 18-8 
Cr-Ni Steels in Aqueous Solutions Con- 
taining Halogens (A) ms 

Vapor-phase Corrosion Inhibitors. 

Protective Coating (P) 

Rust Preventive Composition = 

Corrosion Inhibiting Wrapping (P) ....... 

Vapor Phase Inhibitor (P) .................... 

Corrosion Preventive Oil (P) 

Corrosion Preventive Oil (P) ; 

Prevention of Rust and Stains (S)_ 

Rust Preventive Compositions (P) ........ 

Rust Inhibitor for Parts-in-Process (R) 

Rust Preventive Spray (R) 
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Tarnish Preventive (R) 
Plastic Packaging Film (R) . 
“Immunizing”’ (S) . 
Method of Increasing “the ‘Sealing Resis- 
tance of Metallic Objects (P) ............... 
Volatile Corrosion Inhibitor (P) ................ 
Tarnish Under Lacquer (S) . eaten 
Rust Preventive (P) 
Rust Preventives (M) 
Rusting of Replated Steel (8) s 
Vapor Phase Inhibitors (P) . 
Water-Miscible Rust Preventive (R) . 
Non-Flammable Corrosion Preventive > (R) 
Vapor Phase Inhibitors (P) . as 
Rust Removal (S) ..... 
Black Zine and Cadmium Finish’ (R) 
Corposion Preventive 
Corrosion Preventive (P) ... 
Corresion of Metals and Metal ‘Coatings in 
Tropical and Sub-Tropical Climates (A) 


COSTS AND GENERAL 


Technical Developments of 1955 ....... 
The Structure of Electrodeposited Metals 
Science for Electroplaters .......... 
Topochemical on Structure 
Portable Plating Unit (R) . 
Chemical Engineering Catalog” (B) . 
Science for Electroplaters .... 
Metallizing Machine Features. _ Simplified 
Air Governor Control (R) . 
Marking Paint (R) . pea 
Metals Handbook—1955 “Supplement. “(B) 
Job Shop Costs 
Science for Electroplaters .......... 
Training Electroplaters ...................... 
Review of Zinc Industry (M) . 
Science for Electroplaters .......... save 
Porcelain Enameling Aluminum (P) 
Hardness and Wear ee of Plated 
Metal Finishing Services (M) .................... 
Science for Electroplaters ..... 
ae Finishing Handbook and Directory 


( 
Cost Factors Governing ‘Buff Selection .... 
Finishes for Threaded Parts (M) . = 
Highlights of the A.E.S. Convention . eae 
Teflon Products (M) ........ 
Plating on Edges and Corners. 
Science for Electroplaters ....... 
Change of Thread Dimensions ‘in Electro- 

plating (A) ......... 

Accuracy Values and Statistical Control 


Methods in Plating Plants (A) .............. 10 


Manufacturers’ Directory (M) ............ 
Spray Gun for Refractory ta (R) . 
Precision Metal Finishing (M) .................. 
— Industry Handbook & Directory 


(B 


DEGREASING 


Solvent Degreasing (M) 
Ultrasonic Machine 

(M) 
Cold Solvent Degreasing (Ss). 
Oil Removal from Tanks (P) . 
— Degreasing ‘and. ‘Method 


Degreasing Equipment (M) ............. 
Degreasing Tank (P) ..................... 
Vapor Spray Degreaser (R) . 
Solvent Still (R) .. 
Vibrating Solvent Degreaser 
Vapor Degreaser (M) . . 
Vapor Spray Degreaser. (M) 
Vapor Degreaser (P) 
The Paroxal 2 Process “for Degreasing a and 
Pickling of Aluminum (A) . ; 
Vapor Degreaser (R) ....... 
Vapor Degreaser (R) ....... 
Non-Flammable Solvent (R) ................ 
Precleaning Process for Buffed Metals (R) 
Vapor Degreaser (R) 
Crossrod Conveyorized Degreaser 
Modern Degreasing, | and Phos- 
phating Layouts (A) ..... 
Metal Parts Degreaser (M) .. 
Vapor Degreasing Methods ‘and Tech- 
niques (A) .... 
Solvent Vapor Degreaser 
Safety Solvent (M) ........ 
Safety Solvent-Detergent (R) 
Magnetostriction Transducer (R) 
Vibrating Parts Washer (R) 
Industrial Cleaning Compounds and Sol- 
Buffing Compound Removal. 
Cleaning Solvents (M) ....... 


DE-IONIZATION—-See Water 


DESCALING—-See Pickling 


DIE CASTINGS 


Surface Treatment of Die Castings (A) .... 
Chrome Sealers for Zinc Die Castings (R) 


a4) 


au 


DRYING 
Burnisher and Dryer (M) . 
Maize Cellulose as a Finishing “Material 5- 56 


Prevention of Rust and Stains (S) 
Centrifugal Dryer (R) ... aad 
Industrial Ovens (M) ................. 
Drying Plated Parts (S) . 

Hot Sawdust Equipment (R) . 


ELECTROCLEANING— See Cleaning 


ELECTROFORMING 


Separating Films 1- 64 
Some Tips on Electroforming ane 2- 52 
Some Tips on Electroforming ...................... 3- 56 
Some Tips on Electroforming ...................... 4- 58 
Nickel Bonded Diamond Burrs (S) 6- 93 
Electroforming with Aluminum (P) .......... T- 70 
Production of Diamond Tools (S) .............. Il- 67 
Electroformed Cavities 1l- 96 
Electroformed Wave Guide (P) .................. 12- 77 


ELECTROPOLISHING 


Electrolytic Polishing of Aluminum (P) 1- 66 
Electropolishing of Gold and Gold manne 


(P) 
Electropolishing ‘of Gold ‘Alloys 2- 76 
Special Pickling Procedures for Steel and 

Special Alloy Semi-Products, Based on 

Electropolishing Techniques (A) .. 2- 80 
of Speed Steel 

Engineering Aspects ‘of. “Electropolishing 
eee with Rectified Current 
Electropolishing Method 6- 94 
Electropolishing Copper (P) . eee 
Electropolishing Method (P) ..... 6- 95 
Some Problems with Electrochemical Pol- 

ishing of Aluminum and Aluminum A\l- 

loys (A) 
Electrolytic Deburring (P) 7- 73 
Regeneration of Electrolytes. “for Electro- 

polishing of Carbon Steel (A) . ... 8- 75 
Electropolishing Solution (R) .... 10- 85 
Electropolishing Bath (P) 
Electropolishing Mask (P) ............... 61 
ETCHING—-See Pickling 
FILTERS AND PUMPS 
Apparatus for Cleaning Filters (P) . . le 68 
Acid Pump (R) ....... 1- 80 
All Plastic Self Priming "Filter ‘Pumps 

2 82 
Non-Metallics for Pump ‘Impellers «Ry . 2- 90 
Vertical Filters (M) ._............ 2-102 
Small Pumps (M) a 
Sintered Metal Filter (R) 
Stainless Steel with 

Pedestal Mount (M) . 
Double-Ended Pump 
Centrifugal Pump (R) . ere 
Condensate Pump (R) 4- 79 
Two-Stage “Canned” Motor Pump AR) 4- 91 
Solution Filters (M) ... ie 4- 93 
Condensate and Vacuum “Pumps “(M)~ 95 


Hot Spray Pump (R) ........ nae 

Centrifugal Pumps (M) ....... 
Economy Hand Pump (R) . 
Corrosion-Resistant Pumps 


(R) 
Bulletin on Filtration (M) . 


Canned Motor Pumps (M) ............ 

Oil and Water Extractors (R) . Rance 
Portable Electric Acid Pump (R) a 
Liner for Plastic Pumps 8- 91 
Centrifugal Pumps 94 
Filter Pumps (M) Re 
Process Equipment (M) 10-125 
Water Filters (M) 12-128 


FIRST AID—See Safety Procedures & 
Equipment 


GAS PLATING 


Gas Plating on Molybdenum (P) fe 1-109 
Present Position of Thermal Chromiziny: 
Diffusion Alloying (A) ......... 
.. Te 68 


Process for Steel-Chromium Diffusion 
from Gas Stream by Ceramic Fill Mate- 
Steel Surface Treatment by Saturation- 
Alloying for Increased Resistance to 


Heat and Corrosion (A) 10- 80 
Molybdenum Coated Steel — Structure, 
Corrosion and Heat Resistance (A) . 10- 80 
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Electrol 
Electrol 


ME’ 


3 | Tun 
5- 95 Gas 
6-126 Gas 
70 67 Gas 
: 88 71 | 
4 11- 78 18 9% 
9- 72 GRE 
1- 80 
3- 86 10-118 
6-139 67 Stan 
8- 86 1l- 78 Drur 
11-106 Drun 
12- 81 
12- 83 Drun 
Corr 
Tote 
3. 70 1- 56 Mone 
— 3- 81 1- 61 Ports 
3- 83 Load 
3. 84 1- 70 Prote 
4. 73 1- 73 Drun 
73 1- 82 Barre 
5. 74 2- 69 Br: 
2- 90 : I-Bea 
fe: - Safe 
2- 91 Curre 
2-115 (R) 
: 6-106 3- 51 Chem 
ri 7- 66 3- 65 Drum 
— 7- 68 3-120 Chem 
84 3-121 Stack 
=F 8. 69 4- 63 Wire 
8. 73 4- 69 Hand 
= 4- 75 
8- 77 4. 93 HEA’ 
8- 78 4 Stain! 
9- 73 Packa 
9- 76 Packa 
0- 79 tg Heat 
: . 10-124 7-100 Temp. 
8- 48 Temp 
2-77 9- 65 Conde 
10- 71 Platec 
#3 2- 78 Conde 
: 10- 80 
| <1 Auton 
oF Therr 
ge Electr 
1- 70 86 Seienc 
ll- 95 
1-106 
: 7 ench 
Plate 
; 4- 66 Heat | 
“a 4- 67 Self-P 
Indust 
: 5- 72 1- 73 Liquid 
7-101 1-103 Steam 
8- 72 Blende 
4 8- 73 1-105 ing 
2- 74 Packas 
B, 8- 77 2- 75 Tempe 
9- 73 Packa; 
9- 74 97 Unit 
2- 85 
9- 75 5- 95 HOT 
10- 73 5-109 
10- 73 4- 82 6-113 Hot Ti 
; 10. 75 4. 89 6-120 Corros 
10- 75 92 Hot Ti 
96 6-124 Chrom 
‘ 10- 81 5+ 76 7-100 Hot Di 
11- 67 “wh 
74 Hot Ti 
75 6-122 Tin Fi 
72 Hot Di 
| 11-75 7- 81 Hot Di 
82 
7- 83 Flowin: 
8- 77 Defects 
: 1- 66 Modern 
&- 90 Galv: 
Contin 
1-107 Hot Di 
i 1-108 10. 89 Hot Ti: 
} 1-108 10-100 Tin Fk 
11- 94 
1l- 96 
1-108 
| 2- 75 12- 75 Influenc 
2.15 12-128 
3- 71 Hydrog 
Hydrog 
| 3- 73 
A | 4- 68 IMMER 
5- 72 
| 5- 74 
5- 93 9- ll 


Tungsten Coated Steel Surfaces (A) 
Gas Plating (P) ; 

Gas Plating (P) 

Gas Plating (P) 


GENERATORS—See Power Supplies 


GRINDING — See Polishing 


HANDLING EQUIPMENT 


Chemical Engineering Catalog idl 
Materials Handling (M) 
Basket Plating (P) 
Standard Wire Baskets (R) 
Drum Lift (R) 
Drum Dolly (R) ... 
Automatic Basket 
(R) 
Drum Handling Equipment (M) 
Drum Upender (R) 
Corrugated Board Tote Box (R) .... 
Tote Box Roller-Toter (R) 
Conveyorized Work Bench (R) .... 
Barrel Handling Truck (R) 
Monel Degreasing Basket (R) .. 
Portable Rotator Drum Truck (M) 
Load-Unload Mechanism (R) 
Protective Tape Applicator (R) 
Drum Cradle Truck (R) 
Barrel Truck 
Brakes (R) 
I-Beam Trolley C onveyor “(R) 
Safe Acid Handling System (R) ........ 
— * Recorder and Brightener Feedcr 
(R) 
Chemical Feeders and Mixers (M) 
Drum Rotators (M) 
Chemical Feeder (M) 
Stacking Baskets (R) 
Wire Products (M) 
Handling & Storage Equipment (M) 


Feeder and Unloader 


with Two-Wheel 


Safety 


HEATING AND COOLING 


Stainless Steel Heat (R) . 
Packaged Boiler Line (R) 
Packaged Boilers (M) ........ 
Heat Exchangers (M) 
Temperature Regulator (R) ..... 
Temperature Controller (R) ....... 
Corrosion-Proof Heat Exchangers 
Condensate (R) 
Platecoils (R) 
Condensate and Vacuum Pumps “(M) . 
Electric Indicating Temperature Control- 
lers (M) 
Automatic Heating Controls (M) . 
Thermodynamic Steam Trap (R) . 
Electric Heaters and Heating Devices | ( (M) 
Science for Electroplaters ........... 
Low Pressure Boiler (R) 
Bench Oven (R) 
Plate Coils (M) .... 
Drum Heating Coils (R) . 
Heat Exchanger (M) 
Self-Powered Cooling Controls 
Industrial Ovens (M) 
Liquid Coolers (R) 
Steam Generator (R) 
Blended Flame Unit for Gas or . Oil Fir- 
ing (R) 
Packaged Combustion “Assemblies. 
Temperature Controller (R) -.. 
Packaged Automatic Boilers 
Unit and Blast Heaters (M) ee 


HOT DIP COATINGS 


Hot Tinning (S) 
Corrosion Resisting Coatings (P) . 
Hot Tinning Oil (P) 
Chromium Diffusion Coating (R) .. 
Hot Dipping Machine for Tubes (P) 
Continuous Hot Dip Coating Steel vlad 
Zine Dross Recovery (P) .....-.. 
Hot Tinning (P) - 
Tin Flowing Process AR) 
Hot Dip Aluminum (P) . 
Hot Dip Coatings (P) -. 
Sheet Surface and Hot-Diy- Galvanizing 
(A) 
Flowing ‘Tin. Plate (s) 
Defects with Hot-Dip Galvanized “Sheets 
Modern Pickling Practice with Scents 
Galvanizing (A) . 
Hot Dip Aluminum (P) 
Continuous Hot Galvanizing (P) . 
Hot Dipping Metal Strip Bossih 
Hot Tin Process (R) .- 
Tin Flowing Oil (P) 


HYDROGEN EMBRITTLEMENT 


Influence of Hydrogen in Plating Pree 
esses (A) 

Hydrogen Embrittlement in Hard ‘Chrome 
Plate and its Removal (A) . ‘4 

Hydrogen Embrittlement Relieving (S) . 


IMMERSION PLATING 


Electroless Nickel Plating (A) a 
Electroless Nickel Units (R) ...................... 
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10- 80 


ll- 73 


11- 


106 


12- 77 


1- 
2- 


70 
94 


December, 


Electroless Nickel (P) 


Copper Backing Micrors 4- 
(P) i- 


Electroless Nickel 
Electroless Thick Nickelling by the Nire- 
stan Process (A) 


Immersion Tinning Processes for Brass 

Electroless Gold Plating (S) .. 
Electroless Nickel (P) .............................. 6- 97 
Electroless Nickel (P) ... 6- 9S 
Plating Tin on Aluminum 54 
Chemicals for Electroless Nickel Plating 

Electroless Nickel Plating (A) 7- 74 
Immersion Tinning (P) .... x 9- 72 
Immersion Rhodium Baths (S) 10- 74 
Nickel Phosphide Coating (P) 10- 76 
INHIBITORS 
Inhibition and Inhibitors (A) 1-108 
Reduction of Acid Attack on Zine by In- 

Pickling Inhibitors in connate ‘and Prac- 

Pickling Additive (R) .......... 6-106 
Nitrogen-Containing Tarnish “Inhibitors 

in Detergent Compositions (P) . 
Cleaning Compositions Containing “Tar- 

nish Inhibitors (P) ................ ; - 73 
Effect of Organic Inhibitors on Solution 

of Iron in Acids — — Practice 

INSTRUMENTS, INDUSTRIAL 
Surface Tension Meter (P) 1- 68 
Transmitter for Closed Tank Level Meas- 

urement (M) 1-105 


Multi-Tank ~ Tank Controller (R) 2- 
Rinse Tank Control (M) ...................... 2-104 
Temperature Instruments (M) 3-121 
Flowmeter (R) 4- 80 
Solution Conductivity Control (R) ........ 4- 87 
Electric Indicating Temperature Control- 

4- 97 
Automatic Heating Controls (M) .......... 4- 97 
Finishing Pointers .. 6- 81 
Thickness and Adhesion Tester (R) ; 6-112 
Remote Electrical Transmission System 

Apparatus for ‘Inspecting | Plate (P) T- 68 
Measurement of Surface Finish (P) ee 
Corrosion Tester (R) ................ 
Down-Time Recorder (R) . ee 
Electronic Thickness Tester (M) . ee 
Solution Level Control (R) ............ 9- 86 
Electronic Potentiometer Transmits Pneu- 

Non-Indicating Controllers. (R) . 
Indicating Temperature Controller (R) 9- 93 
Current Recorder and ery Feeder 

Automatic Process Control 10- 92 
Temperature Control. “(R) 10- 99 
Plating Test Equipment (M) 
Trailer-Borne Instruments Save Man- 

power in Checking Plant Waste Efflu- 

ents .... ll- 60 
Temperature Controller (R) ll- 91 
Instrumentation Literature ll- 96 
Pneumatic Controllers (M) 1l- 96 
Temperature Controls (M) 1l- 97 
Bulk-and-Capillary Temperature Cc sntrol- 

Portable pH Recorder (R) 12- 94 
IRON PLATING 
From Plating Bath 69 
Electrodepositing Iron (P) .... en 2- 77 
Heavy Iron Deposits (S) —......00........ 12- 7 
Iron Plating 12- 81 
LEAD PLATING 
Electrodeposition of Antimony (P) 1- 69 
Iron Ion Control in Lead Coating Bath 

- 96 
LEVELING 
Leveling Nickel ...................... 10- 52 
MAGNESIUM 
Electrolytic Coating for ae (F) . 5- 74 
Plating on Magnesium (P) 70 
Zine Plating Magnesium (P) 7-.72 
METALLIZING 
Conductive Coatings (M) ................ est 4- 94 
Rarrel Plating Plastics (S) ......... a 
Metallizing Non-Conductors (P) ss 1l- 72 
Plating Non-Conductors (R) ............... 1l- 82 
Conducting Plastics (S) alia 12- 75 
NICKEL PLATING 
Hard Nickel and Anodizing (S) —.......« 1- 64 
Electroless Nickel Plating (A) ............... 1+ 70 
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Nickel Plated Steel (M) : 1-105 
Bright Nickel Plating (P) 1-109 
Proposed “Substitutes for Nickel Plat- 

ing’ 2- 65 
Decorative Chromium (S) - %2 
Electroless Nickel Units (R) . 2- 94 
Brown Stain on Barrel Nickel Deposit (S) 3- 68 
Dropping pH in Nickel Bath (S) . ; 3- 68 
Peeling on Brass (S) és 3- 69 
Electroless Nickel (P) -...... 3- 71 
Bright Nickel Process (R) ............ 3- 90 
Electroless Nickel (P) 4- 71 
Electroless Thick Nickelling by the Nires- 

tan Process (A) a 4- 74 
Bright Nickel Plating 4- 94 
Analysis of Electroplating Solutions ; 5- 64 
Plating Over Silver and Nickel (S) 5- 72 
Recovery Treatment of Waste Liquors 

from Unusable Nickel Plating Baths 

Pitting in Nickel Plating Baths (A) 5- 81 
Dulling Bright Nickel Surfaces (S) 
Rapid Nickel Plating (S) * ; 6- 92 
Nickel Bonded Diamond Burrs (S) 6- 93 
Anodic Pickling and Nickel Plating of 

Tank Interior Using Single veneunteantin 

Electroless Nickel (P) me 6- 97 
Electroless Nickel (P) 200.0... 6- 98 
Influence of Chlorine Ions on the Solubil- 

ity Mechanism of Nickel Anodes in Sul- 

fate Baths (A) _.............. 6-101 
Plated Nickel Coatings from Chloride and 

Sulfate Solutions (A) 6-103 
Chemicals for Electroless Nickel Plating 

Welded Nickel Anode (P) 70 
Electron Microscopic Investigation of 

Electroplated Nickel Deposits (A) 7- 74 
Electroless Nickel Plating (A) 7- 74 
Manufacture of Nickel-Plated Steel (P) 8- 71 
Compressively Stressed Nickel Undercoat- 

ing for Rhodium (R) ............. 8- 89 
Nickel Undercoating for Rhodium (M) 8- 91 
Analysis of Nickel in Plating Baths .. 9 61 
Nickel Adhesion on Gun Parts (S) ... 9- 70 
Disintegrating Nickel Anodes (S) a 9- 71 
Bright Nickel Plating (P) - 73 
Operational Troubles with Nickel Plating 

Baths and Their Removal (A) .... 9- 74 
Leveling Nickel 10- 52 
Determination of Thickness of Thin Nick- 

11 on Iron by Solution Process 

High Chloride Nickel Bath . ll- 65 
Gold Plating on Nickel (S) _.. as 1l- 66 
Production of Diamond Tools 1l- 67 
Nickel Brighteners (S) = 1l1- 70 
Plating Spectacle Frames (S) 12- 75 
Pitting in Dull Nickel Bath (S) ....... 12- 76 
ORGANIC COATINGS — STOPOFFS 
Lacquering Plated Wire Goods (S) 1- 65 
Easily Applied Plater’s Putty (R) 1- 79 
Protective Coatings (M) 1-104 
Transparent Protective Lacquer “for Plat- 

| 2- 78 
Spray Type Plastisol (R) ss... 2- 91 
Protective Coating Process (R) .... : 2- 93 
Polyethylene Products (M) 2-104 
Sprayable Plastisols (R) _.......... 3- 80 
Corrosion-Proof Coating (R) . ae 3- 85 
Corrosion-Resistant Paint 3- 87 
Plastic Coating Process (R) 3- 90 
Synthetic Rubber Coating (M) oe 3-121 
Gold Lacquered Brass (S) . 4- 66 
Strippable Paint Booth Coating “(R) 5- 86 
Protective Coatings (M) 5-109 
Plastisol Coating Equipment «M) . 5-110 
Sprayable Plastisol (R) ag 6-126 
Anti-Rust Paints (M) ........ 6-140 
Tarnish Under Lacquer (S) ..... . 8- 69 
Maintenance Paint (R) 
Strippable Coating (R) es 9- 81 
Plastic Protective Finish (R) a 
Chemical Resistant Coatings (M) 96 
Rust and Paint Remover (R) ...._ ........ 10- 84 
Abrasion and Corrosion Resistant enemies 

10- 88 
Surface Preparation of Steel (M) ... 10-124 . 
Liquid Rubber Paint (R) —................. 11- 81 
Corrosion-Resistant Maintenance Coating 

12- 88 
Plastisol Coating Systems. “(M) 12-127 
OXIDIZING—See Colored Surface Treatments 
PERIODIC-REVERSE PLATING 
Superimposed A.C. Plating (P) eae . le 74 
Periodic Current Reverse with Copper 

Plating Critical Considerations (A) 1l- 75 
pH 
Dropping pH in Nickel Bath (S) .... 3- 68 
PH of Brass Solutions (S) .............. 3- 69 
Portable pH Recorder (R) 12- 94 


PHOSPHATE COATINGS—See Conversion 
Surface Treatment 


Sulfamate Nickel Plating pian 1- 


103 


119 


= 
70 
71 
4- 74 
1- 82 
1-105 
13 
4- &S 
4- 89 
5- 91 
5- 93 
5-109 
6-106 
6-117 
6-124 
€-124 
6-125 5 
SU 
8- 91 : 
9- 78 
9- 81 
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9- 90 
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10- 91 
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2- 82 
2- 92 
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4- 79 
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97 
4- 97 : 
5- 92 
5-110 
6- 88 | 
6-115 
6-116 
6-139 
8- 88 
9- 94 
9- 94 
9- 95 
10- 86 
11- 85 
11- 87 
11- 89 
ll- 97 
12-127 
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10- 74 | 
| 
| 
| 


PICKLING 


Pickling and Spent Acid Recovery (P) —.. 1- 66 
Molten Salt Bath Descaling (P) * 1- 68 
Pickling Aluminum (P) 1- 69 
Pickling Methods (A) ................ 1-107 


Special Pickling Procedures for Steel and 
Special Alloy Semi-Products, Based on 


Plating on Zirconium (P) .............. 2- 75 


Electropolishing Techniques (A) ............ 2- 80 
Silver Plating Beryllium Copper ................ 3- 48 
Water Break After Acid Dip sande eee 
Removing Brazing Flux (S) ...............-------.. 3- 68 
Sodium Hydride Descaling (P) 3- 73 
Pickling of Aluminum and Alloys (A) . 3- 75 
Pickling and Pickle Recovery (P) ... 4- 70 
Pickling and Regenerating Machine (P) - 4- 71 
Pickling Titanium (P) .... 5- 74 
Pickling Copper Alloys 5- 77 
Continuous Closed-Circuit Pickling with 

Bath Regeneration 5- 78 
Pickling Inhibitors in Theory ‘Prac- 

The Paroxal 2 “Process for Degreasing 

and Pickling of Aluminum (A) ........... 5- 80 
Etching Aluminum (S) ... 6- 93 
Anodic Pickling and Nickel | “Plating. “of 

Tank Interior Using ae Electrolyte 

Drum Pickling Layouts “for ‘Sheet Strip 

Alkaline Rust and Paint Remover (R) . 6-111 
Electroplating on Beryllium (P) . 7- 70 


Electrolytic Fused Bath ctsnnccneien Proc- 
ess (R) 7- 84 
Pickling Titanium (P) aan 
Scale Removal (P) ........ 8- 74 
Effect of Organic Inhibitors _ on Solution 
of Iron in Acids—Pickling Practice (A) 8- 76 
Modern Degreasing, Pickling and Phos- 
phating Layouts (A) 
Acid Additive and Fume Depressant (R) 8- 83 
Modern Pickling Practice with Hot-Dip 
Galvanizing (A) ..............-. 9- 75 
Acid-Free Chemical Pickling Process for 
Descaling of Stainless and Heat Resist- 


Alkaline Deruster (R) 9- 80 
Salt Bath Descaling (P) ........ 
Pickling Waste Treatment (P) . 


Comparison Between Chemical Pickling 
and Mechanical Secale Removing Meth- 

Magnetostriction Transducer (R) 

Etching Aluminum (P) ....... 

Surface Treatment and Finishing of Light 


Etching Aluminum (P) .- ll- 73 
Pickling Waste Recovery (Py 
Etching Tantalum (P) 
Alkaline Scale Remover (Ry. 1l- 78 
Dry Pickling Salt Me 94 
Fused Bath Descaling (M) .....................----- ll- 96 
Plating on Aluminum- Bronze 
Plating Spectacle Frames (S) ......... 12- 75 
Pickling Waste Treatment (P) ................. 12- 81 
Cleaner and Deruster (R) . . 12- 86 


Non-Sealing Aluminum Etchant AR) 12- 88 
Aluminum Etchant (R) 


PIPINGS AND FITTINGS, NOZZLES, VALVES 


Corrosion Resistant Pipe (M) . 
Corrosion Resistant Pipe 3- 86 
Plastic Pipe (R) ........ 
Universal Valve Covers 4- 91 
Thermodynamic Steam Trap (R) §- 92 
Rubber Lining Tanks, Fittings 

5-111 
Self-Closing Safety Drum Faucet (R) nes 6-123 
Fiberglas Reinforced Pipe (R)  .........-------. 6-125 
Teflon Base Pipe Sealing Compound ” 7- 81 
Pneumatic Atomizing Nozzle (R) T- 82 
Hydromatic Valve (M) 7-100 
Glass Pipe and Fittings (M) ..... 
Quick Hose Coupling (R) ........ a . B- 85 
Hose Fittings (M) . 
Plastic Pipe, Fittings and Valves (R) a 
Tin-Lined Faucet for Distilled Water F(R) 9- 83 
Air Blow Gun (R) ..........-.-... 9- 88 
Small Flow Control Valves (R) . 9- 89 
Installation of Rigid Plastic Pipe (M) . 9- 96 
Teflon Tubing and Lined Pipe (R) .........  10- 84 
Automatic Gas Valves (R) ......-..----...........- 10- 90 


Pipe with Uniform 
(R . 10- 


reas Globe Valves (M) . 
Process Equipment (M) ea 
Universal Steam Trap (R) . 
Flexible Plastic Tubing (M) ......... 
Flexible Polyethylene Pipe (M) 
Corrosion-Resistant Relief and Back Pres- 


sure Valves (R) ..........-.-.-- 2- 91 
Large Capacity Spray Nozzle 
PITTING, PEELING, BLISTERING 
Pitting in Nickel Plating Baths (A) . 5- 81 
Pitting in Dull Nickel Bath (S) ............ 12- 76 
Critical Consideration of Adhesion “Test 

Methods for Plated Coatings (A) . 12- 85 


120 


PLANT PRODUCTION METHODS 


Selective Plating (P) . 

Plating Slide Fasteners (P) 

Master Controller (R) 

High Voltage Electroplating Method (P) 

Method for Plating by Condenser Dis- 

Method for Threading Strip Through a 
Continuous Strip Processing Line (P) 

Continuous Addition to a Plating Bath 

Electroplated Airfoil (P) ................ 

Composite Bearing and Method of Making 

Superim posed A.C. “Plating | (Py 

Plating Method (P) 

Uitrasonic 

Ultrasonic Transducers for amen and 
Processing (R) ............ 


PLASTICS—See Organic Coatings and Metaliz- 


ing 


PLATING MISCELLANEOUS METALS 


Selective Plating (P) vr 
Electrodeposition of Antimony 
Problems with the Plating of Aluminum 
and Aluminum Alloys (A) .............. : 
Portable Plating Unit (R) ..... 
Production of Lined Bearings (P) 
Electrodeposited Coatings (P) oe 
Plated Bearings (P) 
Molybdenum Bath (P) ................. 
Antimony Bath (P) 
Self-Contained Plating Unit (R) 
Iridium Baths (3S) ........................ 
Tungsten Plating (S) ............ 
Impact Plating (S) ......... 
Electrodeposition of Manganese 
Antimony Bath (P) ................ 
High Voltage Electroplating Method (P) 
Method for Plating by Condenser Dis- 
Portable Plating Unit (M) ........ 
Plating on Magnesium (P) ............ 
Plating on Aluminum (S) : 
Titanium Coating (P) 
Less Common Metals and Alloys .... ay 
Plating on Edges and Corners .............. 
Tantalum Plating (S) ................ 
Osmium and Tungsten Plating (R) . Keindeiiaiea 
Rusting of Replated Steel (S) 
Surface Treatment and Finishing ‘of t Light 
Metals ....... 
Metallic Coating “for” Wire 
Plating Method (P) 
Surface Treatment of ‘Light “Metal I.C. 
Engine Pistons (A) ...... " 


POLARIZATION 


Anode Polarization in Rochelle 
(S) 
Science for. Electroplaters 


POLISHING, BUFFING, ETC. 


Cleaning Metal Strip (P) 

Buffing Stainless Steel 

Cloth Wheel in New Large ‘Sizes 

Wide Face Polisher (R) . 

Water-Soluble Burring Compound 

Tungsten Carbide Coatings for Buffing 
Fixtures (R) .. 

Tungsten Carbide “Coatings for Buffing 
Abrasive Belt Applications (M) : 

Buffing and Polishing Compounds (M) . 
Abrasive Belt (P) ae 
Buff and Core (P we 
Rubberized Abrasives Kit (R) Reece 
Rotary Abrasive Heads (P) ................ 
Brush Assembly (P) ............ 
Belt Polisher (P) . on 
Flexible Abrasive Rope (P) . 
Buffing Wheel Comb (P) .- 
Polishing Belt Lubricant 
Compounds for Finishing Aluminum 1 (R) 
Centerless Polishing Machine (R) . 
Complete Buff Line (M) .. 
Speed Chart for Buffing and. Grinding Mt) 
Sisal Buffs (M) . 
Color Buffing for High Finish (Ss) 
Burnishing Mat (P) . ERS, 
Polishing Wheels (P) . ee 
Buffing Machine Attachment (P) 
Contact Roll for Abrasive Belt deteaeneni, 
Machines (P) . 
Abrasive Wheels “(P) 
Aftertreatment of Hard Chromium ‘Plate 
—Grinding and Lapping 
Use of Abrasive Rolls (M) . 
Belt Polisher (P) ............. 
Buffing Head (P) 
Belt Polisher (P) . 
Pattern Polishing (P) . 
Lime Compound (R) ....... ioe 
Polishing Lathe ................ 
Steel Center Buffs (R) . Me 
Cost Factors Buff “Selection 
Buffing Wheel (P) .... 
Belt Polishing (P) . 
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Cloth and Sisal Buffs (R) meee 6-109 
Abrasive Cloth Wheels (R) .. = 6-111 
Conveyor- Belt Grinder 

Impregnated Abrasive Buff (R) .... 6-115 
Drum Sander 6-116 
Polishing Compounds (M) 6-139 
Silicone Polishing Compounds (A) 74 


Small Diameter Abrasive Wheel (R) T- 82 
and Blade Polish- 


String Buffs. “(R)_ 8- 78 
Cloth and Sisal Multi-Tooth Buffs (R) .... 8 79 
Buffing and Polishing (R) .. 8- 86 
Centerless Bias Buff (R) 8- 
Polishing Device (P) . 9- 72 
Centerless Unit Sisal Buff (R) 
Polishing Machines (R) 9- 
Applications for Coated Abrasives vanadl 9- 95 
Rotary Wire Brushes (P) ................ 10- 78 
Burnishing Machine (P) 
Polishing Lathe (R) .. 10- 82 
Double-Sewed Unit Cloth Bult (R) ... 10- 92 
Abrasive Wheel Dresser (R) .... oe 
Grinding-Polishing Wheel (M) ............... 10-128 
Brush Finishing with Centerless Grinders 

Rotary ‘Finisher ‘and ‘Buffer’ 10-125 
Flexible Abrasive Products (P) .... 
Abrasive Wheel Assembly (P) ........ ll- 75 
Buffing and Polishing of Internal Sur- 

Polishing and Buffing Machine (R) 1l- 81 
Open Bias Sisal Buff (R) ll- 838 
Liquid Compound Applicator ll- 85 
Platen-Type Belt Polisher (R) 1l- 88 
1l- 91 
—— Polisher Has Dust Collector 

Rubberized Abrasives (R) 11- 93 


Conveyor-Type Belt Grinders (M) ll- 97 
Buffs for All Purposes i 
Abrasive Bands (P) 
Polishing Material (P) ................ 12- 78 
Guard for Grinding or saaunnsneille Wheels 


Pleated Cloth Buff (R) ............ 
Pressure-Cooled Buffs (R) 12- 93 
POROSITY 
Porosity Test Paper (R) 5- 96 
Formation of Porosity with. Electroplated 


POWER SUPPLIES 
Ultrasonic Cleaning Equipment (R) ....... 1- 73 


Selenium Rectifiers (M) .................. 1-104 
Control Transformers (M) ............... 1-105 
with Automatic Programming 

Barrel Plating Control Unit (R) 2- 87 
Selenium Rectifiers 2-103 
Germanium Rectifiers (M) _......... 2-104 
Voltage Sensing Rectifiers (R) mem 3- 83 
155 FP. Lime, 3- 87 
Regulated D.C. Power Rectifier _ 3- 93 
The Use of Pilot Lights ............ 4- 61 
Science for Electroplaters —.............. 
Small Scale Platine (S) ... ve 5- 72 
Rectifier Voltage Control (R) ae 5- 86 
Ultrasonic Equipment (R) ............ be 97 
Germanium Rectifiers (M) 5-109 
Tank Rheostats (M) 


Finishing Pointers 

ience for Electroplaters = 6- 88 
High Voltage Electroplating Method (P) .. 6 95 
Method for Plating by Condenser Dis- 

Science for Electroplaters 7- 63 
Fully-Protected Germanium Rectifier (R) 7-79 
— and Selenium Rectifier Guide 

Science for Electroplaters 
Science for Electroplaters 
Electric Motors (M) 


Ultrasonic Systems and Applications | (M) 5-111 


Superimposed A.C. Plating (P) 11- 74 
Germanium Rectifiers (R) ............ 12- 86 
PRECIOUS METAL PLATING 

Relieving Silver in Bulk (S) —............... 1- 65 
Electroplating Data Chart (M) —.............. 2-108 
Gold Alloy Plating Bath (P) 4- 69 
Rhodium Solution for Heavy Deposits (R) 4- 78 
Precious Metals and Solutions (M) 5-109 


Precious Metal Salts and Solutions (M) . 5-110 
Electroless Gold Plating (S) 3 
Rhodium Plating (A) .. 
Barrel Gold Plating (A) 
Stripping Gold (P) . 
Removing Rhodium Deposits (S) 
Immersion Rhodium Bath (S) 
Gold Plating on Nickel (S) .... 
Non-Cracking Rhodium Plate (R) . 
Hardness Measurements in Rhodium Plat- 
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3 | 3- 94 
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Spray 
11- 72 Platir 
ll- 74 Plati1 
12- 79 Clean 
12- 79 Platir 
Anod: 
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Platir 
Zine 
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PUMPS—See Filters & Pumps 


RACKS AND RACK COATINGS 


Removing Copper 
Racks (A) 
— Plating Rack for “Crankshafts 


Deposits from Brass 


) 
Plating Apparatus. 


“for” “Electrical Recti- 
7 Plastisol Coating Equipment (M) 

Sprayable Plastisol (R) 
Plating Rack (P) 

Cleaning Rack Tips (S)_ 

Anodizing Rack (R) 

Sprayable Plastisol (M) 

Zine Plating Pipe Interiors (S) __... 

% Treatment of Drag-Out on Chromium 


Plating Racks (A) Lave 
Anodizing Rack (R) 


RECOVERY AND PURIFICATION 


Eliminating Excess Hypo (S) ...... ......- 
Zine Dross Recovery (P) 
Solvent Still (R) 
Water Purification and Cadmium ‘Recov- 
ery (S) 


Continuous Closed-Circuit Pickling with 
Bath Regeneration (A) tte 
Recovery Treatment of Waste Liquors 


from Unusable Nickel Plating Baths 
A 


( 
Iron Ion Control 


in Lead Coating: “Bath 

(P) 
Compressed “Air Problems (M) 

Chromium Bath Purification (P) ............ 

Removal of Carbonates from Cyanide 


Baths with Ion Exchangers (A) .... 
Regeneration of Electrolytes for Electro- 
polishing of Carbon Steel (A) .... 
Silver in Acid Copper Baths (S) 
Pickling Waste Recovery (P) 


RECTIFIERS See Power Supplies 


RINSING — DRAGOUT 


Multi-Tank Rinse Tank Controller (R) 
Rinse Tank Control 
Prevention of Rust and Stains (S) 
Rinsing Hints (M) . 


RUBBER 


Rubber Lining Catalog (M) 

Industrial Gloves (R) .. 

Neoprene Coated Work Gloves (R) . 

Rough Finish Coated Gloves for Use in 
Oil, Grease, Solvents (R) 


Acid-Resistant Apparel 
Protective Clothing (M) 
Air Line Respirators (M) .... = 
All-Purpose Floor Absorbent (R) 
Coated Work Gloves (R) Siscedaeis 
Safety Goggles (R) 


(M) 


Universal Valve Covers (R) .... 

Chromium Fume Suppressor (R) . 

Industrial Gloves (R) . 

Neoprene Coated Work Gloves (R) 

Rough Finish Coated Gloves for Use in 
Oil, Grease, Solvents (R) .... 

Protective Skin Cream (R) . 

Blanketing Balls for Spray “Control 

Acid Resistant Work-Clothing (R) 

Molded Work Rubbers (R) 

Rubber Gloves (M) 


(R) 


SILVER PLATING 


Silver Plating Beryllium Copper 
Plating Over Silver and Nicke! (S) 
Plating Silver on Silver (S) . 
Oxidize for Silver (S) _..... 
Semi-Permeable Diaphragms (S) . 
Bright Silver Process (R) 

Bright Silver Plating (P) 
Plating on Aluminum-Bronze (S) 


SPOTTING OUT 


Spotting Out of Silver (S) . 
Tarnish and Spotting Out Preventer (R) 
Refinishing Auto Parts (S) 


STAINLESS STEEL 


Buffing Stainless Steel (P) .... 

Stainless Steel Heat Exchanger (R) . : 

Corrosion Behaviour of Austenitic “18-8 
Cr-Ni Steels in Aqueous Solutions Con- 
taining Halogens (A) . 

Testing of Stainless Steel for r Inter-Crys- 

(S) 


“Tmmunizing” 


METAL FINISHING, 


METHODS 


3- 68 
4- 70 
4- 82 


5- 71 


5- 78 


2-103 
6-111 
6-121 


6-123 


SAFETY PROCEDURES AND EQUIPMENT 


2-103 


1- 68 
1- 75 
1-108 


5- 79 


7- 67 
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Passivating Stainless Steel (S) -.. 
Coppering of Stainless Steel 


(A) 9-7 

Acid-Free Chemical Pickling Process for 

Descaling of Stainless and Heat Resist- 

ing Steels (A) She eee 9- 75 
STANDARDS AND SPECIFICATIONS 
ASTM Standards: Part I (B) ............ 1- 82 
Hard Chromium Specifications (S) 2- 72 
Specifications and Tests for Electrode- 

posited Metallic Coatings (B) -. 2-115 
ASTM Standards: Part 2 (B) .......... 5-112 
Air Force Certification (S) ll- 66 
STOP-OFFS 
Sprayable Plastisols (R) ..... ...... 3- 80 
Plastic Plugs (R) ............ 3- 85 
Plastic Coating Process 3- 90 
Sprayable Plastisol (R) 6-126 
Spot Plating (S)_ ................ §8- 69 
Electropolishing Mask (P) Sade 12- 81 


STRIPPING 
Removing Copper from Brass 
(A) - 77 
Paint and Phosphate. “Coating “Removal 
Stripping Tin from ‘Copper (P) 4- 69 
Alkaline Rust and Paint Remover hiss 6-111 
Stripping Gold (P) ........ 9- 72 
Removing Rhodium Deposits (S)_ ae 10- 73 
Rust and Paint Remover (R) ae 10- 84 
Stripping Tin from Alloy Steel (S) 12-115 
TANKS AND LININGS 
Neoprene Sprayed Coatings and Sheet 
Linings (M) ............ 1-104 
Rubber Lining Catalog (M) .... 2-103 
“Sampler” of Rubber and Plastic Lining 
Compounds (R) ................ 4- 86 
Floor Surfacing (R) .. 4- 90 
Polyvinyl! Chloride Linings’ (M) . 4- 93 
Tanks and Linings (M) ......................... 
Field Studies of Corrosion Proofing (M) 4- 94 
Corrosion-Proof Cements (M) 4- 96 


Acid Proof Materials of Construction (M) 5-111 


Rubber Lining Tanks, Valves, —— 

5-111 
Heavy Duty Floor Resurfacer (R) .... 6-116 
Corrosion Resistant Floors (M) aes 6-140 
Moisture Proofing Concrete (M) ........ ... 7-100 
Acid-Proof Silicate Mortar (R) 8- 84 
Corrosion-Proof Flooring Material (R) ... 8- 85 
Lead-Tin Alloy Baths (S) eer 9- 71 
Acid Proof Construction (M) ..... 9- 95 


Large Chromium Tank Construction | (S) 10- 73 
Fiberglass Tanks (R) 
Polyethylene Drum (R) 10- 89 
Plastic Lining Process (R) ... 96 
Corrosion-Resistant Equipment (M) ll- 95 
TESTING — ANALYSIS 
Control of Salt Content by nieieenamionaaen l- 60 
Gold Analysis (S)  ................ l- 65 
Surface Tension Meter (P) .............. 1- 68 
Testing of Passivation of Zine and Cad- 
mium Coatings (A) ..........-..-.. - 81 
Specifications and Tests for Electrode- 
posited Metallic Coatings (B) 2-115 
Boric Acid Analysis in Nickel Solutions . 3- 62 
Determination of Tin on Tinplate (P) . 3- 71 
Effect of Oxide Compactness on Determin- 
ation of Thickness of Anodized — 
by Gravimetric Methods (A) . ua 3- 77 
Stress in Electrodeposited Coatings ees 4- 48 
Organic Reagents for Metals (B) —..... 4- 92 
Stress in Electrodepcsited Coatings ie 5- 58 
Analysis of Electroplating Solutions 5- 64 
Non-Destructive Adhesion Test (S) ........ 5- 71 
Thickness Measurement (P) ....... 5- 73 
Testing of Stainless Steel for Inter- Crys- 
talline Corrosion (A) ........ - 79 
rs Measures with Phosphating Baths 
en Test Paper (R) 5- 96 
Electrical Conductivity Measurements ‘on 
Plated Metal-Coatings (A) ............ 6-102 
Corrosion Test Cabinet (R) . 6-107 
Thickness and Adhesion Tester (R) . 6-112 
Abrasion Testing Machine for Porcelain 
Analysis by Undersaturation 7- 61 
Test for Chromate Film (S) 66 
Apparatus for Inspecting Tin Plate “(P) 7- 68 
ew Compound Testing Apparatus 
Covering Power in Chromium Plating 
Measurement of Surface Finish (P) 8- 73 
Electronic Thickness Tester (M) 8- 92 
Analysis of Nickel in Plating Baths -...... 9- 61 
Determination of Anodic Coating Thick- 
ness on Aluminum by Weight Analysis 9- 74 


Determination of Thickness of Thin Nick- 
el Coatings on Iron by Solution Process 
(A) 


10- 81 
Process Control Chart (R) 10- &7 
Plating Test Equipment (M) .. - 10-123 
Accelerated Testing of Metallic Surfaces 11- 48 
Trailer-Borne Instruments Save Man- 

power in Checking Plant Waste Efflu- 

Acetic Acid-Salt Spray Test (S) ll- 66 
The Hull Cell for Testing and Control of 

Plating Baths (A) ll- 77 
Determination of Fluosilici ic - and Fluoboric 

Measuring Additions to a Bath - 12- 71 
Critical Consideration of Adhesion Test 

Methods for Plated Coatings (A) 12- 83 
Testing of Plated Coatings from the 

Standards Aspect (A) 2- 84 
Colorimetric Determination of Iron in 

Hard Chromium Baths (A) - 84 
Hardness Measurements in Rhodium Plat- 


Solution Analysis (M) 


THEORETICAL 


The Structure of Electrodeposited Metals 1- 56 
Science for Electroplaters . 


Topochemical Investigations on Structure 
of Plated Metals (A) ...... . 70 
Chemical and _ Electrochemical Surface 
Treatment Processes (A) .... 1-106 
Initial Corrosion of Metals in Contact 


with Aqueous Solutions at Room Tem- 
perature (A) 1-108 


Study of Trans-Crystalline Stress Cor- 
rosion of Ferritic and Austenitic Steels 
Science for Electroplaters : 2- 69 
Deposition Conditions and Structure of 
Compact Electrodeposits (A) aio 3- 74 
Stress in Electrodeposited Coatings 4- 48 
Stress in Electrodeposited Coatings .- 5- 58 
A New Method for Researching the Me- 
chanism of the Cathode Processes and 
its Application 5- 79 
Electron Microscopic Investigation of 
Electroplated Nickel Deposits (A) a 7- 74 
Mechanism of the Electrolytic Deposition 
Processes of Chromium (A) 8- 75 
Formation of Porosity with Electroplated 
Coatings (A) - 76 


Investigation of ‘Complex. Formation. by 
the Method Electro-Conductivity (A) 8- 77 
Less Common Metals and Alloys 9- 48 
The Action Mechanism of Surface Reactive 
Substances on the Electroplating of 


Metals (A) 9- 74 
Production of Smooth, ‘Fine-Grained Elec- 
Science for Electroplaters— Electrolytes 1l- 68 
Science for Electroplaters—Polarization 12- 72 
THROWING POWER 
Practical Throwing Power 1- 53 


Corrosion of Electroplated Deposits (A) 2- 80 
Covering Power in Chromium Plating 
Baths 


TIN PLATING 


Hot Tinning (S) l- 64 
Hot Tinning Oil (P) . a 
Alkaline Tin Plating with Steel Anodes 3- 64 


Determination of Tin on Tinplate (P) 3- 71 
Stripping Tin from Copper (P) : 4- 69 
Hot Tinning (P) . ae 4- 70 
Immersion, Tinning Processes ‘for Brass 
Tin Flowing Process (R) ............. — 
Plating Tin on Aluminum aa T- 54 
Imitation Rhodium Finish (S) ‘s 8- 70 
Flowing Tin Plate (S) -....... 9- 70 
Immersion Tinning (P) .......... 9- 72 
Acid Tin Bath (P) .......... 9- 72 
Method for Tin Plating Bunched and 
Braided Wire (P) .............. - 73 
Barrel Finisher (R) saa 9- 78 
Electrotinning (P) 
Tin Plated Copper Wire 75 
Hot Tin Process (R) .... ; 1l- &3 
Tin Flowing Oil (P) ............... 12- &2 
TUMBLING AND BARREL FINISHING 
Relieving Silver in Bulk (S) ...... : : 1- 65 
Triple Action Cutting Barrel (R) 1- 73 
Handbook of Barrel Finishing (B) om 1- 81 
Production Barrel Finishing = 2- 57 
Portable Burnishing Barrel (R) 2- 86 
Burnishing Compound (S) ... 3- 68 
Multi-Barrel Machine (R) 3- 7 
Combination Barrel Finisher (R) sadn 3- 95 
Tumbing Barrels (M) ........ as 3-119 
Burnisher and Dryer (M) a 
Oblique Tumbling Barrels 4- 71 
Power Tilt Tumbling Barrels (R) whe 4- 80 
Barrel Finishing Media (R) .-.......... 4- 81 
Tumbling Barrels (R) 4- 82 
Barrel Finishing (M) .... ws 4- 93 
Pocket Tumbling Units (M) ......... 4- 95 
Shop Hints on Barrel Finishing (M) -. 4- 96 
Maize Cellulose as a Finishing Material 5- 56 
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8- 69 
77 
3- 80 
5- 76 
5-110 
6-126 
6-126 
7- 68 
8- 69 i 
8- 74 
8- 89 
9- 95 
10- 77 
70 
12- 95 : 
q 
5- 
j 6- 96 
7-101 
8- 75 
8- 75 
10- 73 
73 
; 
2- 91 
2-104 
5- 72 bi 
5-110 
ji 2-104 
22105 3 
4- 83 
; 4- 91 
5- 83 
6-111 
6-121 
6-123 
6-123 
6-127 
8- 80 
9- 82 
10- 90 
12-128 
6- 92 
7- 66 
8- 90 
1- 64 
4- 65 
in 


Impact Plating (P) .. 76 Article on Plating Waste Treatment 1-104 Deyle, Edwin F.—Cost 
Replacement Tumbling “Barrels 5- 83 Waste Treatment (P) .................- 3. 72 Buff Selection ..... 
Automated Barrel Finishing Systems (R) 5- °0 Plating Waste Treatment and Chrome Butis for All Purposes 12- 5 : 
Barrel Finishing - 3-120 Feulke, Dr. D. Gardner— Leveling Nickel 10- 5 
Ball Burnishing Fundamentals ickling and Pickle overy ( ) 4- 70 G 
Compound for Barrel Deburring (R) 7- 78 Pickling and Regenerating Machine (P) 4- 71 
Precision Barrel Finisher (R) 7- 78 Industrial Waste Treatment (M) ..... 4- 93 Grah D 
Non-Foaming Burnishing Compound (R) 8- 78 Industrial Waste Treatment (M) aes 4- 95 iraham, Dr. A. Kenneth Proposed ‘Sub- " Wy 
Burnishing Compound for Zine Die Cast- Recovery Treatment of Waste Liquors stitutes for Nickel Plating” ........ 2- 65 q 
Barrel Finishing “Methods and Materials 5- SO Copper ...... 
aste Treatment 6- 94 Hall, Nath \_Te 1 D 
Barrel Finishing (M) ....---. 9- 94 Cyanide Waste Treatment (P) ...... TS M. L.—Less ‘Common Metals ‘and 
Barrel Finishing (M) .........------- Pickling Waste Treatment (P) .... 10- 76 
Smafi Lot Barrel Finisher 10- &2 Karr, William—Maize asa Fin- 
Multi-Barrel Finishing Unit (R) .--... 10- 89 Trailer-Borne Instruments Save Manpow- ishing Material ........... 5- 56 N 
Precision Barrel Finishing (M) -- 10-124 er in Checking Plant Waste Effluents . 1l- 60 Kohler, Arthur S.—Ball ‘Burnishing on 
Tumbling Barrel (R) Pickling Waste Recovery (P) .. .... damentals ...... 
WATER posit 4- 48, 5- 5 
— oTALS McMaster, Wardley D. 
VACUUM DEPOSITION OF METALS ster, Wardley D. Accelerated Test 4 
Tungsten Filaments (R) ........ 86 Fluorides in Water Supply (S) 2+ 72 M 
Vacuum Metallizing (P) ...---.--- 73 Impurities in Water Supply (S) ...... 67 Mohler, J. B.—-Practical Throwing Power 1- 5: 
Vacuum Metallizing (P) (2) 4- 86 Control of Salt Content by Crystal- 
Vacuum Metallizing (S) 73 Water Stills (M) 4- 95 lization 1- 60 
Sight Glass for Vacuum Chambers (P) .... 12- 80 Chemical Recovery by Ion- Exchange (M) 4- 96 The Capacity of Hexagonal Barrels . 3- 60 F 
High Capacity Vacuum Pumps (R) ........ 12- 93 Water Purification and Cadmium Recov- Alkaline Tin Plating with Steel i 
Demineralizer and Filter Washer (M) .... 5-108 vse of Lignts 4- 61 
VENTILATION AND EXHAUST SYSTEMS 6-118 Adjustment of Bath Voltage by Fixed 
Air Operated Vacuum Cleaner (R) 1- 77 Distilled Water Purity Controller (R) . 6-121 Ventilation 6. 77 66 
Auxiliary Vacuum Cleaning Tank Kit (R) 1- 78 Small Water Demineralizer (R) .... 60125 
Flexible Exhaust Hose (M) ..........-..-- 1-104 Demineralization 7-101 Und mme er 6 81 
Dust Collector (P) 2-75 'Tin-Lined Faucet for Distilled Water (R) 9- 83 
Centrifugal Fans (R) Dual Column Demineralizer (R) 10- 96 Bath ition to a Plating 
Exhausters (M) 2-105 Water Filters (M) ........... 126128 Plating on Edges and Corners 9- 65 
-8 
Wet Type Dust-Fume Collectors (R) 3- 84 Adh 10- 61 
Dust Collector (RR). 3- 92 WETTING AGENTS 
Package Type Dust 3-119 High Chloride Nickel Bath . 65 
Raat (R) ........: Surface Active Agent (R) 4- 80 Barrel Finishing Equipment ...... 12- 65 q 1 
5- 72 Surfactants (M) 6-140 Measuring Additions to a Bath ....... 12- 
Air Wash Systems 5- 94 Surface-Active Agent (R) 8- 81 Pearlstein, of 
dl 6- 77 Acid Additive and Fume Depressant (R) 8- 83 Aluminum .......... =. G 
Venting and Fume “Removal Equipment in Pinner, R.— Surface ‘Trestanes Fir - F 
Metal Working Processes (A) ... 6-104 ZINC PLATING ishing of Light ce Tre and - iS 
oe Se Air Filter (M) NETS end Source of Licorice (S) oe: 2- 72 5-52, 6-82, 7-48, 8-53, 9-56, 10-66, 11-61, 12- 62 i 
entilation  ...... Stain P tive for Zin (R 3- 83 # 
Hoods (R) Rusting of Zine Plated Steel (S) 92 
Glass-Coated Smokestacks (By 7- 83 Bright Acid Zinc Bath (P) ..... ) 7-71 Read, Dr. Harold ‘J.—The ‘Structure of 
Exhaust Fans (M) Zine Plating Magnesium (P) 7- 72 Electrodeposited Metals ..... 1- 
Dust Collectors (M) onsouennen 7-101 Sheet Surface and Hot-Dip Galvanizing Rousselot, Robert H. —Covering Power in é ‘ 
Dust Collector (P) ......... 8- 72 (A) & 27 Chromium Plating Baths ....... 8- 6 ie 
Portable Dust Collecting System 82 Defects. “with Hot- Dip. “Galvanized. “Sheets Rubinstein, Marv—-Some Tips on 
Polyethylene Tank Floats sane avouseerarestons 8- 82 (A 9- 74 forming ....... 2-52, 3-56, 4- 5 ; 
Dust Collectors (M) ............ 91 “Pickling Practice with Hot-Dip Serota, L.—Science for ”Electroplaters q 
Roof Ventilators (M) . 8- 92 9- 75 1-61, 2-69, 3-65, 4-63, 5-67, 6-88, 7-63 
Roof Ventilator (R) Zine Plating Pipe Interiors (8) - 11- 70 8-66, 9-66, 10-71. 11-68. 12+ 
Axial Fiow Pans ....................... 93 Zine Brightener (P) ...... 1l- 72 Verma, M. R.—Boric Acid Analysis 
Zinc Bright Dip (R) .................... as 12- 86 Nickel Solutions ........ 
e - ¢ 
Control of Magnesium | Alloy Dust and weil alysis of Electroplating Solutions 
rocess WWipmMent (BA) ello w S.—S 
Portable Dust Collector (R) 11-82 Surface Treatment cand 
One-Spindle Polisher Has Dust Collector Agrawal, K. C.—Boric Acid Analysis in 
(R) 1l- 92 Nickel Solutions ......... . 8- 62 ,3-52, 6-82, 7-48, 8-53, 9-56, 10-66, 11-61, 12- 62 
93 Analysis of Electroplating Solutions 5- 64 Job 3- 
WASTES, TREATMENT AND DISPOSAL OF ing Baths ...... 9- 61 Zamzow, ‘Gan “Excess 
Pickling and Spent Acid Recovery (P) 1- 66 Bryan, J. M. Tin on 7- 54 
SITUATIONS OPEN | 
PLATING SALESMAN BUFFING COMPOUND 
SITUATION OPEN—Must know solutions, 
SITUATION OPEN—To procure work for _ 1 
take charge of barrel plating department. SALESMEN 
our automatic cadmium plating machine and 
wn Copper, nickel, automatic nickel, deburring 
and tumbling of small parts. Address: Decein- SITUATION OPEN — Distributors, jobbers 1 
time. Address: December 2, care Metal Fin- hn & re Metal Finishi: 381 Broad 
ishing, 381 Broadway, Westwood, N. J. and manufacturers agents wanted to distribute 
(dei Mags and sell the full line of Schaffner’s polishing 
and buffing composition in bar, spray or paste 
POLISHING & PLATING FOREMAN CHEMIST form, and a complete line of polishing room NI 
SITUATION OPEN—Graduate chemist for RE 
SITUATION OPEN—Must t i d, with : : 7 supplies. 
ticular stress on polishing, "production work. Super- production plating laboratory in Grand Rap- ve 
vise 20 men in Albany, N. Y. area. Permanent, ex- ids, Mich. Must have background of extensive 
cellent opportunity with growing concern, very good experience in analysis and control. Salary SCHAFFNER MANUFACTURING COMPANY, 
working conditions, benefits. Forward complete re- $7,500 to $10,000 to start. Apply with confi- INC wi 
sume — all replies strictly confidential. Address: dence, submitting full resume of experience. : 
awe 3. : Metal Finishing, 381 Broadway, Address: December 5, care Metal Finishing, Emsworth, Pittsburgh 2, Pa. At 
C 
| PLANT MANAGER METAL FINISHING FOREMAN PLATER 
SITUATION OPEN—Small job shop in east- T PE s 
ern Mass. doing precision plating of silver, SITUATION OPEN—Must have experience SITUATION OPEN—Experienced in hard 
| nickel, gold, rhodium on electronic compo- in all types of still and barrel plating. Must chrome work. Must be able to design and 
nents. Must be able to supervise a small crew make up and maintain own solutions. Located complete own rigs and fixtures. Excellent 
and maintain solutions. Good opportunity for in northwestern Connecticut. Write, stating working conditions. Good salary. Opportunity 
the right man. Give full details in first letter. yee ae. age and salary requirements. Ad- for advancement. Well wnihiianed job shop 
| Address: December 6, care Metal Finishing, om - mag ond 7, care Metal Finishing, 381 in south. Address: December 8, care Metal 
381 Broadway, Westwood, N. J. roaaway, estwood, N. J. Finishing, 381 Broadway, Westwood, N. J. 
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ADVERTISING 


Yearly (12 times). 


SECTION 


—USED EQUIPMENT AND SUPPLIES— 


LECTROPLATING | 


FOR SALE 


NEW AND REBUILT POLISHING AND BUFF- 
ING LATHES — CONSTANT AND VARIABLE 
SPEED — SINGLE AND DOUBLE MOTOR 
DRIVES — 3 PHASE, 60 CYCLE, 220/440 
VOLT, 1 TO 20 H.P. IN STOCK, AS FOL- 
Lows: 


3—Standard Electric, double 5 H.P. individ- 


= variable speed, 1500-3000 
1—L’Hommedieu, Model 20A, 712 H.P. 


variable speed, 1500-3000 RPM. 
1—Hammond, 5 VRO, 5 H.-P. 
speed, 1500-3000 RPM. 
6—Hammond, Type RR, double 5 H.P. and 
double 7, H.P. individual spindles. 
2—Gardner, Type 3DB, double 712 H.P. 
individual spindles. 3 BP 


3—Divine, Type VCS, 
speed. 

6—L’Hommedieu #12, 712, 10, 
Constant speed. 

5—Acme semi-automatic motor drive buffing 
workholders. 

10—Backstand Idlers — Divine, Hammond, 
Portercable, Manderscheid. 


GUARANTEED REBUILT PLATING RECTI- 
FIERS — 3 PHASE, 60 CYCLE, 220/440 
VOLT. COMPLETE WITH OPERATING 
ACCESSORIES 


1—3000 ampere, 0-6 volt, Selenium Udylite, 
self-contained. 

2—1500 ampere, 6-12 volt, Selenium Rapid 
self-contained. 

2—1500 ampere, 0-12 volt, Selenium Wag- 
ner, remote control. 

1—1500 ampere, 6 volt copper magnesium 
Mallory Udylite, basic. 

1—400 ampere, 0-6 volt Mallory Udylite 
Jr., self-contained. 

MECHANICAL PLATING BARRELS FOR 

CYANIDE, COMPLETE WITH MOTOR 

DRIVES, TANKS AND RODS 

6—Crown, single cylinder units. 

1—Crown, double cylinder unit. 

1—Crown, three cylinder unit. 


FILTERS 


1—500 GPH, Sparkler Acid Filter. 
1—300 GPH, Belke Acid Filter. 
1—14” x 28” Industrial Acid Filter. 
1—SD6-6 Alsop Cyanide Filter. 


SPECIAL 
1—Used Crown, semi-automatic Plating Ma- 
chine (rubber lined) complete with con- 
veyor mechanism, lead heating coils and 
variable speed drive. Size of tank — 24’ 
long x 52” wide x 42” deep. 


REBUILT PLATING M/G SETS 
FULL CONTROL PANELS 


1—5000/2500 ampere, 9/18 volt Chandey- 
sson syn. 25° exciter in head. Built in 


variable 


constant 


15 H.P. 


1943. 
1—4000/2000 ampere, 9/18 volt Chandey- 
25° exciter in head. Built in 
1—(Twin 3000 ampere) 6000/3000 amp- 
ere, 12/24 volt Chandeysson Syn. exciter 
in head. 
NEW CLINTON FAN COOLED SELENIUM 
RECTIFIERS COMPLETE WITH BUILT-IN 
VOLTAGE REGULATION AND ALL NECES- 
SARY OPERATING ACCESSORIES. 


WE CARRY A COMPLETE LINE OF NEW 
AND REBUILT PLATING AND POLISHING 
EQUIPMENT. 


CLINTON SUPPLY 
COMPANY 


112 South Clinton Street 
Chicago 6, Illinois 
FRanklin 2-3753 


PLATERS AND ANODIZERS 


M-G SETS — Motor 3-60-220/446 


Amp. Volt Make 

100 7\2 Hobart 

175 14 Delco 

200 7 Chandeysson 

300 Hobart 

400 60/60 G. E. 

500 6 Chandeysson 

500/250 6/12 Elec. Prod. 

500 25 Elec. Prod. 

750/375 6/12 Excel 

240 32 Elec. Prod. 

1500 15 Star 

1500 30/50 Century 

1500 40/65 G. E. 

1590 65 Westinghouse 

1500 70 Century 

2500/1250 6/12 Elec. Prod. 

5000/2500 6/12 Columbia 

5000/2500 9/18 Chandeysson 

15000/7500 12/24 Elec. Prod. 
BLOWERS & EXHAUSTERS 

CFM Pres, Make 

1100 442"S.P. Bayley 

2344 2” S.P. Clarage 

2500 American 

2700 %”S.P. Ilg 

3420 8” S.P. New York 

9000 6” S.P. Northern 


MOTOR REPAIR & MANUFACTURING CO. 


1555 HAMILTON AVE., CLEVELAND, OHIO 


FOR SALE 


Slightly Used 
BUFFS 


Loose and Sewed 


Any Quantity 


MICHIGAN BUFF CO., INC. 


3503 GAYLORD AVENUE 
DETROIT 12, MICHIGAN 


VACUUM METALIZER 
FOR SALE 


1—Stokes vacuum metalizer, +425. 
Complete with racks, piping and 440 
volt transfermer. Nearly new, used on 
experimental work only. 


FURNITURE CITY PLATING CO. 
743 Ottawa Ave., N.W. 
Grand Rapids 2, Mich. 


AVAILABLE FOR 


IMMEDIATE SHIPMENT, 
ATTRACTIVE VALUES 


THE FOLLOWING EXCELLENT REBUILT AND 

GUARANTEED ELECTROPLATING MOTOR 

GENERATOR SETS AND RECTIFIERS, WITH 
FULL CONTROL EQUIPMENT: 


—PLATERS— 

4—12500/6250 Ampere, 6/12 Volt, Electric 
Products, Synch. 

1—10,000/5000 Ampere, 6/12 Volt, Chan- 
deysson, Synch., Exc.-in-head. 

1—8000/ 4000 Ampere, 6/12 Volt, Chandey- 
sson, Synch. 

1—7500/3750 Ampere, 9/18 Volt, Hanson- 
Van Winkle-Munning, Synch. 

1—6000/3000 Ampere, 6/12 Volt, Electric 
Products, Synch. 

1—5000/2500 Ampere, 9/18 Volt, Chan- 
deysson, Synch., Exc.-in-head. 

4—3000/1500 Ampere, 12/24 Volt, Chan- 
deysson, Exciter-in-head. 
1—2500/1250 Ampere, 9/18 Volt, Electric 
Products, Synch., Exc.-in-head. 25°C. 
1—2000/1000 Ampere, 6/12 volt, Hanson- 
Van Winkle-Munning. 

1 -2000/1000 Ampere, 9/18 Volt, Electric 
Products. 

1—1500/750 Ampere, 12/24 volt, Chandey- 
sson, Synch., Exc.-in-head. 


—ANODIZERS— 
1—1000 Ampere, 40 Volt, Chandeysson, 
2s” €. 
1—1000 Amp., 30 V., Ideal, Exc.-in-head. 
1—750 Ampere, 60 Volt, Hanson-Van Win- 
kle-Munning, Synch., Exc.-in-head. 
1—500 Ampere, 25 Volt, Chandeysson, 
Synch., Exc.-in-head. 
4—400 Ampere, 40 Volt, Separately Excited. 


—RECTIFIERS — 


1—2000/1000 Ampere, 6/12 Volt, G. E. 

1—Green Selectoplater, 1800 Ampere, 12 
Volt, 220/3/60. 

1—1500/750 Ampere, 6/12 Volt, Udylite- 
Mallory. 

4—1440/720 Ampere, 6/12 Volt, Udylite- 
Mallory. 

1—750 Ampere, 12 Volt 
Selenium Udylite-Mallory. 


—SPECIAL— 


Crown & H-VW-M Centrifugal Dryers, +1 
and #2, with heat. 

1—H-VW-M Full-Automatic Plating Machine, 
87’ long, 39” lift, was used for chrome. 

1—Udylite Semi-Automatic Plating Machine, 
for cyanide, size 19’ long x 48” wide 
x 36” deep. 

2—RONCI Enamelers, No. R-100 and R-200. 

1—Almco DB-8 Deburring Barrel, 2-Com- 
partment, Vari-Drive. 


Self-Contained 


Above is partial list only. Write to us for all 
your requirements for Plating, Anodizing 
and Metal Finishing. 


WIRE — PHONE — WRITE 


M. E. BAKER COMPANY 


25 WHEELER STREET, CAMBRIDGE 38, MASS. 
Phone: Kirkland 7-5460 
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SECTION 


—USED EQUIPMENT AND SUPPLIES— 


ELECTROPLATING 
POLISHING 


QUALITY EQUIPMENT 


PRICED. RIGHT AND READY FOR 
IMMEDIATE SHIPMENT 


BUFFING & POLISHING 
EQUIPMENT 


100 Hammond — Divine — U. S. Electric 
— Holland — Standard Electric — L’Hom- 
medieu single speed and variable speed buff- 
ing and polishing machines. 1 HP to 20 HP. 


6 Rotary Machines: Hammond — Acme — 
Packermatic. 


Complete buffing systems for above ma- 
chines, consisting of hoods, cyclones, dust 
boxes, pipes, motors & blowers; various 
sizes. 


Semi-automatic machines: Buffalo — Ham- 
mond — Acme — Divine — Production 


Hundreds of other buffing & polishing items 
used in buffing and polishing plants. 


METAL CASTING EQUIPMENT 


20 Gas fired soft metal and unbreakable 
METAL CASTING POTS with fume remov- 
ing hoods, heating thermometers, fume re- 
moving blowers and motors. 


Gas fired, steam boilers. Mears-Kane-Ofeldt 
— from | to 20 H.P. and pump systems. 


SPRAYING EQUIPMENT 


25 Spray Booths, various sizes, filters, Vapor 
Proof Lights, Paint Storage Cabinets, Fans, 
Motors, Hose, Guns, etc. 


75 Air Compressors. 1 H.P. to 40 H.P. 


100 MOTOR GENERATOR SETS 
VARIOUS SIZES 


CHANDEYSSON: 1000 amps. to 5000 amps. 
& larger. 

HANSON VAN WINKLE MUNNING: 2000 
amp. 

HOBART: 2000 amp. 

COLUMBIA: 1000 amps. to 4000 amps. 

BOGUE ELECTRIC: 2500, 3000 amp. 

AMERICAN GIANT: 2500 amp. 


ANODIZERS: 5 to 40 Volts: 500 amps. to 
2000 amps. 


All above complete with motors, panel 
board, starting equipment; all separately ex- 
cited, interpole type. 


PLATING EQUIPMENT 


30 Plating Barrels: Crown — Udylite — 
HVWM — various sizes. 


1 HVWM _ Semi-Automatic Rubber lined 
Plating Unit: 33’ long, 3/2’ wide, 3’ deep 
with Reeves Variable Speed Drive and Mov- 
able Agitator. 


6 Semi-Automatic Plating Tank Units: Udy- 
ite 20° — HVWM 20’ — Crown 35’ — 
U. S. Galvanizing 12’, 16’ and 20’. 


1 HVWM 4 station Plating Barrel Unit: 
36x14; rubber lined tank, rubber cylinders. 


40 Chrome Plating Tanks: 2’ to 20’ long 
lead lined with tank rheostats, rods, fume 
ducts, lead heating coils. 


175 Plating, Rinsing, Cleaning Tanks: as- 
sorted: wood, steel, lead lined, rubber lined. 
All sizes 2’ to 16’ long. 


150 Rheostats & Switches, assorted: 50 
amps. to 2000 amps. All makes HVWM, 
Crown, Columbia, Holland, Udylite. 


10 Centrifugal Dryers: acid crocks, motor 
driven exhaust fans, fume blowers, complete 
acid and dip rooms, cleaning and washing 
tanks, plating racks and many other items. 


30 Rubber lined Nickel Plating Tanks: 2’ to 
12’ long; with rods, rheostats, motor driven 
tank rod agitators, heating coils, etc. 


1 Rotary Industrial Washing Machine, for 
small parts, mfgrd at New Brunswick, N. J. 
20’ long with rinsing, washing and cleaning 
sections, 3’ wide, 3’ high with motor pumps, 
blower & rotating cylinder. Type PD-18- 
WRD, with temperature controls & starting 
equipment. 


16 Detrex, Blakeslee, Circo, Steam, Gas and 
Electrically Heated Degreasers: 3’ to 6’ 
long, single dip and 3 dip type, with pumps, 
tanks, fume ducts. 


12 Steiner Ives and Gehnrich Paint Baking 
and Drying Ovens: electric, all sizes; full 
automatic, recirculating type with controls, 
fans, blowers. 


ALL SIZES OF REBUILT RECTIFIERS: from 
10 Amp. to 6000 Amp. — complete range of 
sizes. 


ALL SIZES — TUMBLING BARRELS: Ab- 
bott —- Baird; complete with stones and 
steel balls. 


All Equipment in Stock — Inspection Invited 
ALL QUOTED SUBJECT TO PRIOR SALE 


J. HOLLAND & SONS, Inc. 


485 KEAP STREET e 


BROOKLYN 11,N. Y.  e 


STagg 2-2022 


PLATING MACHINE FOR SALE 


1—Meaker full automatic zinc or cadmium 
plating and bonderizing machine. Approxi- 
mately 71’ overall, 46” tanks. Easily adapted 
to bright chrome. Used, in good condition. 
FURNITURE CITY PLATING COMPANY 
743 Ottawa Ave., N.W. 
Grand Rapids 2, Mich. 


TANK FOR SALE 


Lead-lined tank, new, never used. Ideal for 
chemical or electroplating work. 32’ x 5’ x 3’. 
No reasonable offer refused. 
WALL WIRE PRODUCTS CO. 
Plymouth, Mich. 
Phone: 1189 


EQUIPMENT 
FOR SALE 


Crown semi-automatic, with agitation— 
12’6” long x 5’ wide x 4’ deep. Perfect 
condition. 
Nankervis applicators—air operated 
10 — 2” x 6” bar — $60.00 
2—2” x10” bar — 75.00 


R. W. RENTON AND COMPANY 
877 Addison Rd. Cleveland 3, Ohio 
Phone: Express 1-3470 


PLATING LINE FOR SALE 
Complete barrel plating line for sale. Acquisi- 
tion cost $31,801.00. Will sell as is for 
$11,000.00. 4 rinse tank assemblies, 2 pickle 
tank assemblies, refrigeration unit, #2 crown 
dryer, rectifier, demagnetizing unit, 2 acid 
vats, 1 dummy, mueller boiler and condensate 
return, monorail, motor lifts, 3 rectoplaters, 
barrels and all accessories. Write Box 1021, 
Lufkin, Texas. 


PLATING MACHINE WANTED 


One fully automatic copper, nickel, chrome 
plating machine. Approximately 46’ long; tank 
must be 48”-54” deep. When answering send 
details and description. Address: December 1, 
care Metal Finishing, 381 Broadway, West- 
wood, N. J. 


A STEAL 


Divine Bros. 4 stage automatic polish- 
ishing and buffing machine, equipped 
with 4 heads—20 H.P. each with 45 ft. 
conveyor. Heads can be removed and 
used separately. Ideal for polishing of 
strip, moulding, hardware, bumpers, 
iron parts, etc. Has seen little use. Orig- 
inal cost over $18,000. Will sacrifice to 
first offer of $3,000.00. Photos available. 


STAFFORD MANUFACTURING CO., INC. 
145 - 58th St. Brooklyn 20, N. Y. 
HYacinth 2-6000 
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READY-REFERENCE SECTION 


—USED EQUIPMENT AND SUPPLIES— 


WINTER SPECIALS - PRICED RIGHT ! 


1—Daniels #40LS Koroseal Lined Plating Barrel. 

1—Alsop Stainless Steel Filter and Pump 300 G.P.H. cyanide or acid solutions. 

2—Abbott Horizontal Wood Lined Tumblers 30’’-36" diameter x 12’’-18’ wide motor driven. 
2—Belke Tilting and Horizontal Tumblers wood lined, motor driven. 


10—Variable Speed ger Machines, H 
dieu, etc. . HP to 1 


d, Divine, Gardner, U. S. Electric, L‘'Homme- 


4—Double Polishing Machines (2 motors) 5 HP, 712 HP, 10 HP, 15 HP. 
2—New Crown Plating Barrels, bakelite cylinders, standard perforations with gears and 


superstructure. 


1—Crown Centrifugal Dryer with steam heat attachment. 

8—Rectifiers 250 Amp, 300 Amp, 500 Amp, 1000 Amp. 6 to 12 D.C. volts. 

1—Semi Automatic Polishing attachment 4 spindle indexing type motor driven. 
1—Chandeysson Synchronous Motor Generator Set 6000/3000 amperes 6/12 D.C. volts. 
1—Duriron Heat Exchanger with pump and motor. 

4—Periodic Reverse Units 100 to 500 ampere capacity. 


1—Blakeslee Automatic small parts Dryer. 


TANKS — ALL SIZES AND LINING 


Rectifiers — 25 Amperes to 10,000 Amperes 
Airbuffs — Compounds — Anodes — Chemicals, etc. 


For Quality, Dependability & Service call on: 


BRUCAR EQUIPMENT & SUPPLY CO. 


WAREHOUSE: 602-604 - 20TH STREET 


BROOKLYN 18, N. Y. 


Telephone: STerling 8-0236 - 7 - 8 


Priced To SELL! 


RECTIFIERS — GENERATORS — EXHAUST FANS 
HEAT EXCHANGERS — PUMPS 
GEARED HEAD MOTORS 


RECTIFIERS 

1—4000 Amp., 12 Volt Bart-Messing 
1—3000 Amp., 18 Volt Hanson-Van Winkle 
1—3000 Amp., 6 Volt Bart-Messing 
1—2000 Amp., 6 Volt Hanson-Van Winkle 
2—1500 Amp., 6 Volt Richardson-Allen 
1—1000 Amp., 6 Volt Hanson-Van Winkle 

MOTOR GENERATOR SETS 
1—2500/1250 Amp. H-V-W, 6/12 volts 
1—3200 Amp. General Electric, 24 volt 
1—1600 Amp. General Electric, 24 volt 
1—1000 Amp. Century, 24 volt 
1—750 Amp. Westinghouse, 24 volt 

HEAT EXCHANGERS 

2—Industrial 12 Graphite Tubes, 6400 gal- 


lon heating, 320,000 BTU cooling 
1—Industrial 6 Graphite Tubes, 4800 gal- 
lon heating, 160,000 BTU cooling 
PUMPS 


10—Sump Pumps | HP to 7/2 HP 
15—LaBour, Industrial, lead lined, stainless 
steel and Duriron Centrifugal Pumps 
EXHAUST FANS 
10—Buffalo size 450C, 450D, 400D and 
375C vent sets 
MOTORS 
10—'2 & 1 HP Boston ratio motors for os- 


cillation motions 
4—2 & 3 HP geared head agitators 


SEND US ALL YOUR INQUIRIES! 


L. J. LAN 
146-148 GRAND STREET, NEW YORK 13, N. Y. 


Phone: CAnal 6-6976 


Established 1910 


BUY AS IS 
OR 


RECONDITIONED 
STOCK EQUIPMENT 
AT 


WHOLESALE PRICES 


AUTOMATIC POLISHING EQUIPMENT 

2—L-8-L Acme Fully Automatic Polishing Ma- 
chines, 8 spindles, each machine with 3, 2 H.P. 
Polishing Heads. 

i—Divine St. Line Automatic with 4-20 H.P. Pol- 


ishing Heads. 

i—Packermatie 60” Table with 12” centers & 7 pol- 
ishing heads. 

<2 > 10 H.P. heads for Automatic Buffing Ma- 
chines. 


30—Automatic Machine Co. spin- 
die, semi-automatics, Lefts & Ri 

i—8-Spindle Semi-Automatic Buffing 

i—Hammond 8 Spindle Automatic with 4-5 H.P. 
universal heads, all controls. 

2—Divine 2 spindle Semi-Automatics. 


POLISHING MACHINES 

1—2795 U.S. Variable Speed Pol. Mach. 5 H.P. 
i—Hisey-Wolf Var. speed pol. machine 5 H.P. 
i—223 L’Hommedieu var. speed 5 H.P. Pol. Mach. 
5—Gardner 3 C Polishing Lathes, & 3-10 H.P. 
4—Hammond Rite Speed Double 3 H.P. & 5 H.P. 
3—-Divine Polishing Machines 5. 72 & 10 H.P. 
Send for complete listing of polishing machines avail- 
a New 5 H.P. Lathes $350., New 7/2 H.P. Lathes 


TUBE POLISHING EQUIPMENT 
—_— Tube Polishing #101, up to 6” tub- 
i—Type * “S’’ Production Tube Polisher, up toe 1'/%4” 


“A? Production Tube Polisher, up to 6” 


FILTERS 

6—Industrial Filters 14x36, 10x28, 10x22 steel rub- 
ber lined. 

6—Alsop narrow and wide ring filters, 5”, 7” & 11” 
Dise. Stainless steel. 

18—Stainiess steel and plain steel various makes 
and models. 

PLATING BARRELS 

2—LaSalco 14” x 42”. 

3—Mercil 14” x 30” Rubber Lined Plating Barrels. 

i—Double 14” x 30” Udylite. 

1—Udylite 14” x 30”. 

i—Stevens 6 barrel 20’ type Semi-Auto- 
matic w/6 extra rr 

19—Assorted Sizes Plating Barrels U. S. Galv., Mer- 
cil, Pesco, Crown. 

1—Daniels 28 Plating Barrel. 

i—Daniels Plating Barrel Rubber Lined. 

TUMBLING EQUIPMENT 

2—New LaSalco Tilting Type. 

2—Globe Tilting Type % H.P. 

2—Globe Tilting Type “2 H.P. 

2—Aimeo 32” x 32”. 

1—Henderson Horizontal Barrel 

10—Abbotts 8” x 30”, 16” x 30” single and double 
comp. belt and motor driven. 


Pesco Plating EquipmentCorp. 


Plating, Polishing, Grinding, Spraying, Baking, 

Orying, Tumbling, Cleaning, Degreasing & 

Anodizing Equipment. Anodes, Chemicals, 

Acids, Cyanides, Solvents, Supplies for Wood, 
Plastics and Metals. 


15 Wythe Ave. Brooklyn 11, New York 
EVergreen 4-1412-3-4 


HAMMOND 5 STATION 
BUFFING LINE 
FOR SALE 


One Hammond Model 2710 FC over and un- 
der straight line conveyor including: five 
Hammond model 50-99 full floating head and 
stand units; 16 inch maximum diameter buffs, 
714 H.P. motors, 440V; 3 ph.; 60 CPS. Grav- 
ity return conveyor; one set fixture carriages 
equipped with both Hammond auto dopers 
and liquid compound system. Complete dust 
collecting system including duct work, fan and 
collector. 


ROLL FORMED PRODUCTS COMPANY 
3760 Oakwood Ave. Youngstown, Ohio 


44th ANNUAL CONVENTION 
OF THE A.E.S. 


JUNE 16 — 20, 1957 


MONTREAL BRANCH — HOST 
MONTREAL, CANADA 
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SUPPLIERS OF EQUIPMENT AND MATERIALS AND ADVERTISERS INDEX 


Abbott Ball Co. 

1052 New Britain Ave., Hartford 10, Conn. 
Acme Manufacturing Co. 

1400 E. 9 Mile Rd., Detroit 20 (Ferndale), Mich. 
Alert Co. 

2041 S. Davie Ave., Los Angeles 22, Calif. 
Allied Industries Co. : 

18400 Mt. Elliott Ave., Detroit 34, Mich. 


Allied Research Products, Inc. 34 


4004 E. Monument St., Baltimore 5, Md. 


‘AlmcorDiv., Queen Stove Works 21 


Albert Lea, Minn. 
Alsop Engineering Corp. 109 

1112 Bright St., Milldale, Conn. 
Aluminum Co. of America : 

1501 Alcoa Blidg., Pittsburgh 19, Pa. 
American Brass Co. 82 

Waterbury 20, Conn. 
American Buff Co. 

2414 S. LaSalle Fs Chicago 16, Ill. 
American Metal d. 

61 Broadway, York, N. 
American Platinum Works 

231 New Jersey R. R. Ave., Newark 5, N. J. 
Apothecaries Hall Co. 

22 Benedict St., Waterbury 20, Conn. 
Atlantic Compound Co. 

1860 Baldwin St., Waterbury, Conn. 
Automatic Buffing Machine Co. 

222 Chicago St., Buffalo 4, N. Y. 
Bacon Felt Co. 

437 W. Water St., Taunton, Mass. 
Baker Bros., Inc. 

564 E. First St., So. Boston 27, Mass. 
Baker & Co., Inc. 

ome Mi. 3. 


113 Astor St., 
Baker Co., The 
25 Wheeler Ste “Cambridge 38, Mass. 
Barker Bros., Inc. 
1660 Summerfield St., Brooklyn 27, N. Y. 
Battelle Development Corp. 
Columbus 1, Ohio 
Beam Knodel Co. 
195 Lafayette St., New York 12, N. Y. 
Belke Manufecturing Co. 35, 
947 N. Cicero Ave., Chicago 51, 
Better Finishes & Coatings, Inc. 
Doremus Ave., Newark 5, N. J. 
Bison Corp. 
1935 Allen Ave., S.E., Canton, Ohio 
& Co., G. 
1844 S. Laramie Ave., Chicago 50, III. 
Block G Co.. Weslev 
39-15 Main St., Flushing, N.Y. 
Browning Chemical Corp. 
150 Broadway, New York 38, N. Y. 
Brucar Equipment & Supply Co. 
602-604 20th St., Brooklyn, N. Y. 
Products Co. 
4100 Fullerton Ave., Detroit 27, Mich. 
Electric Co. 
4074 Bingham Ave., St. Louis 16, Mo. 
Chemical Corp., The 
58 Waltham Ave., Springfield, Mass. 
Chemical Products Corp. 
King Philip Rd., E. Providence, R. | 
Wheel & Mfg. Co. 
101 W. Monroe St., Wl. 
Churchill Co., Inc., Geo. R 
Hingham, Mass. 
Circo Equipment Co. 
51 Terminal Ave., Clark Twp. (Rahway), N. J. 
Clair Manufacturing Co. 
Olean, N. Y. 
Cleveland Process Co. 
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Manufactures’ Literature 


Plating on Aluminum 
MacDermid, Inc. 


The Alumtex process for electro- 
plating on aluminum is fully described 
in Technical Data Sheet No. 13, a 
four-page usage and instruction sheet. 

131/Circle on Readers’ Service Card 


Solution Analysis 
Hanson-Van Winkle-Munning Co. 


“Simple Methods for Analyzing 
Platirg Solutions” is a new 36-page, 
two-celor bulletin, prefaced by a dis- 
cussion of analytical principles, use of 
apparatus and methods for sampling a 
plating solution. It then outlines in de- 
tail the necessary steps involved in 28 
analytical methods for testing nickel, 
copper, silver and other metal finish- 
ing solutions. 

Other sections of the bulletin de- 
scribe necessary equipment, component 
chemicals of solutions, atomic weights, 
acid concentrations and electrochemi- 
cal data. Conversion tables are includ- 
ed. Analytical reagents are listed for 
brass, cadmium, chromic acid, copper 
cyanide and sulfate, gold, nickel, silver, 
tin and zinc plating solutions. 

Five photographs of the firm’s labo- 
ratory illustrate different test opera- 
tions performed there, which are avail- 


able to company customers. 
132/Circle on Readers’ Service Card 


Rubber Contact Wheels 
Chicago Rubber Co., Inc. 

The above firm has issued a four 
page, illustrated booklet on its solid 
aluminum hub rubber contact wheels, 
showing the different type faces and 
uses of each. 

Also included is a list price for the 
wheels according to diameter, type and 
width of face; and a wheel application 
chart. 

133/Circle on Readers’ Service Card 

High Vacuum Pumps 
F. J. Stokes Corp. 


The recently increased performance 
ratings of the above firm’s rotary me- 
chanical vacuum pumps, as well as a 
wealth of other useful information 
that will be helpful to engineers con- 
fronted with vacuum processing prob- 
lems, are contained in a new, com- 
pletely revised catalog. 

The new catalog, No. 752, includes, 
in addition to specifications for the 


complete line of pumps, valuable 
tables of formulas, constants, and con- 
version factors frequently used in 
vacuum processing; solutions to prob- 
lems of pump selection for typical 
vacuum systems; and useful informa- 
tion on continuous oil purification and 
other maintenance procedures for high 
vacuum pumps. 
134/Circle on Readers’ Service Card 


Unit and Blast Heaters 
D. J. Murray Mfg. Co. 


A new 4-section catalog, GP No. 956 
describes Grid cast iron steam heat 
transfer surface unit heaters (both 
horizontal and down blow), blast heat- 
ers and radiators, with general treat- 
ment on corrosion in unit heaters. Ii 
describes and illustrates one-piece con- 
struction, high-test cast iron heating 
seetions, together with air distribution 
charts, heating capacities, conversion 
tables, etc. 

135/Circle on Readers’ Service Card 


Metal-Cleaning Equipment 
Solventol Chemical Products, Inc. 


A new bulletin on specialized metal- 
cleaning equipment has been made 
available to assist manufacturers in the 
selection of equipment to fill their 
needs. The bulletin describes the firm’s 
engineering services, which include 
assistance in process development at 
the customer’s plant, pilot plant and 
laboratory service, evaluation of equip- 
ment and processes, periodic checkups, 
adjustment and maintenance recom- 
mendations. Various types of equip- 
ment are illustrated, including spray 
washers, rotary drum washers, agitat- 
ing, pickling, and drying units. Con- 
struction features are specified in de- 
tail. 
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Plastisol Coating Systems 
Quelcor, Inc. 


Bulletin 83, recently revised and 
expanded, describes in detail a new 
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system being offered to industrial 
plants for the coating of parts and 
assemblies with polyvinyl chloride 
plastisols to ensure corrosion resist- 
ance. 

The new bulletin pictures a sample 
layout of the system and shows the 
step-by-step procedure used in apply- 
ing the corrosion resistant coating. In- 
cluded in the bulletin is a listing of the 
equipment involved and the services 
extended in setting up such a system 


for corrosion prevention. 
137/Circle on Readers’ Service Card 


Water Filters 
Cochrane Corp. 


Publications 6319 and 6320 provide 
complete details on vertical pressure 
water filters with positive foolproof 
filter control. 

Both publications furnish complete 
operating details, filter bed materials, 
design features, available accessories, 
etc., as well as drawings that show 


Postage 


by 


various arrangements of two, three and 
four header units. 
138/Circle on Readers’ Service Card 


Rubber Gloves 
The Wilson Rubber Co., Industrial Div. 


A completely new 16-page catalog of 
Wil-Gard industrial gloves and finger 
cots includes a chart of finger cot sizes 
in actual diameters, and features a 
two-page recommended use table show- 
ing the resistance ratings of various 
glove materials to 199 chemcials and 
solvents commonly used in industry. 

139/Circle on Readers’ Service Card 


Electrolytic Cleaners 
MacDermid, Inc. 


Anodex reverse-current cleaners that 
effectively remove all surface contami- 
nants from the base metal before plat- 
ing are fully described in Technical 
Data Sheet No. 4, a four-page usage 
and instruction sheet. 
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Cleaning Solvents 


Harry Miller Corp. 


An illustrated, two color, twelve page 
booklet describes Immunol, a non-al- 
kaline, non-acid detergent and rust 
preventive that cleans, degreases and 
rustproofs metal in one operation. 

141/Circle on Readers’ Service Card 


Conversion Coating for Zinc 
The Chemical Corporation. 

Luster-On 52 Powder is a new low 
priced single dip, no leach conversion 
coating for zinc plated surfaces, for 
automatic equipment where facilities 
are not available for added leaching 
and rinsing. It gives a bright bluish 
hue; provides corrosion protection 
against staining, tarnishing and white 
powder products. 

The material can be used in cases 
where cost has prohibited use of chro- 
mates in the past. It is not only low 
in price, but eliminates expensive 
handling, space-consuming storage and 


carboy deposits. 
142/Circle on Readers’ Service Card 


Solution Agitator 
Technic, Inc. 


A new data sheet picturing the Tur- 
bomatic agitator, with specifications, is 
available from the above manufacturer. 

Specifically designed for effectively 
agitating all precious metal electroplat- 
ing solutions, the agitator does away 
with the need for stirrers, rod agitators 
and external pumps. It is reported to 
afford vigorous but smooth agitation 
which has not heretofore been avail- 
able. 
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Industrial Cleaning Compounds 
and Solvents 


Brulin & Co., Inc. 


A new 8-page bulletin discusses the 
firm’s complete line of industrial clean- 
ing compounds and solvents. Illustrated 
with photographs, this bulletin gives 
detailed information and applications 


of chemicals for every industrial clean- 
ing requirement. Ranging through the 
various cleaners and degreaser are a 
liquid steam charge for light and medi- 
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small-volume 
plating unit 


“i SEL-REX “JET” PLATER is a complete electroplating unit in 
a compact portable cabinet. Designed and built by electroplating specialists, the 
“JET” PLATER incorporates a built-in rectifier with timer and other automatic 


features for high speed, quality work, usually found in large, mass production 
plating installations. 


VERSATILITY — The “JET” PLATER can be used for either rack or barrel 


plating operations . . . a perfect small-volume unit for decorative (precious 
metals) or functional electroplating. 


CONSISTENT HIGH QUALITY RESULTS— Pump and perforated stainless 
steel tube at bottom of plating tank provides swirling “JET” agitation ... the 
solution moves constantly around the work for smooth, even deposits, high pre- 
cision results. Solution is continuously drawn off from the bottom of the tank, 
circulated through the pump and filter, and returned to the tank under pressure. 


“CUSTOM” DESIGNED FOR PRECIOUS METALS— The “JET” PLATER 
is equipped with a replaceable cartridge type filter which provides continuous 
filtration for high speed operations . . . ideally suited to precious metals plating. 
Filter may be by-passed if only intermittent filtration is desired. 


Available in standard tank capacities of 10, 20 and 30 gallon models. 
Larger capacities to specifications. Send for literature. 


SEL-REX CORPORATION 


Precious Metals Division 
155 Manchester Place Newark 4, N. J. 


Manufacturers of SEL-REX BRIGHT GOLD e RHODIUM e SILVER 
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Our “First Footing” thought for you— 


May we extend to all our friends — old and new — 


our sincerest wishes for the season’s joy in full measure. 
"First Foot ing—Among Scots, a custom of gift giving, of greeting old 
friends with remembrances and good wishes for the coming year. At Hogmanay, 


the Scottish New Year, a caller tries to be the first guest to cross the host’s 
threshold—hence the name “First Footing” 


mac DERMID 
Oncorporated, 


WATERBURY 20, CONNECTICUT 


COMPLETE SUPPLIERS TO THE METAL FINISHING INDUSTRY 
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